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CHAPTER 1 
JNTRODUaiON 



SecHon I GENERAL 

1. $cope 

a. This niftmial is published for the information and guidance of 
persomiel responsible for field and depot maintenance of this mate- 
rieL It Mntains instructions and information concerning mainte- 
nance which is beyond the scope of tools, equipment, or saj^lies 
normally available to usii^ organizations. Hiis manual does not 
contain information which is intended primarily for the using oigani- 
zation, since such information is available to ordnance maintenance 

personnel in the pertinent operator’s technical n^uals or field 
memuals. 

h. This manual contains a description of and procedures for removal, 
disa^biy, inspection, repair, rebuild, and assembly of the cal. .30 
carbines Ml, MIAI, M9, and M3. The appendix contains a list of 
cumnt references, including supply catalogs, technical manuals;, and 
other available publications applicable to the matmel. 

c. FM 23-T contains operating and lubricating instructions for the 
materiel ^d contains all maintenance operations allocated to using 
organizations in performing maintenance work within their scope. 

A frofn TM 9-1276,22 January 1947, as follows : 

Adds information on comparator inspection of certain trigger hons- 
uig group components; technical inspection, repair and rebuild. 

2. Held and Depot Maintenance Allocation 

, Publication of instructions for complete disassembly and re- 
build IS not to be construed as authority for the performance by field 
maintenance units of those functions which have been restricted to 
spot and arsenals. In general, the prescribed maintenance 

*■ 6^01181 lUties will apply as reflected in the allocation of maintenance 
^rts listed in the appropriate columns of Department of the Army 
“PP y Catalog Ord 8 SNL B— 28. Instructions for depot mainte- 
nce a^ to be used by maintenance companies in the field only 
tactical situation makes the repair functions imperative. 
Visions of parts listed in the depot guide column of OKD 8 supply 
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catalogs will be made to field maintenaoce only when the emergency 
nature of the maintenance to be performed has been certified by a 
responsible officer of the requisitioning organization. 

3. Forms, Records, and Reports 

a. General. Kesponsibility for the proper execution of forms, rec- 
ords, and reports rests upon the cheers of all units maintaining this 
equipment. However, the value of accurate records must be foUy 
appreciated by all persons responsible for their compilation, maii^ 
nance, and use. Records, reports, and authorized forms are normally 
utilized to indicate the type, quantity, and condition of mat^iel to 
be inspected, to be repaired, or to be used in repair. Properly exe- 
cuted forms convey authorization and serve as records for repair or 
replacement of materiel in the hands of troops and for deUvery of 
materiel requiring further repair to ordnance shops in arsei^s, depotj 
etc. The forms, records, and reports establish the work reqmred, 
the progress of the work within the shops, and the status of the 

materiel upon completion of its repair. . 

&. Authorized Forma. T*he forms generally apphcable to units 
maintaining these weapons are listed in the appendix. 
and complete listing of all forms, see current SR 310-20-6. bor 

instructions on use of these forms, see FM 9-10. 

c. Field Refort of Accidents. . . , tu ^ 

(1) Injury to personnel or damoge to materiel. Ine reports 

necessary to comply with the requirements of the Army 
safety program are prescribed in detail in the SE 38&-10-40 
series of special regulations. These reports are r^uired 
whenever accidents involving injury to personnel or damage 

to materiel occur. 

(2) Ammwdtion. Whenever an accident o» malfunction in- 
volving the use of ammunition occurs, firing of the lot which 
malfunctions wilt be immediately discontinued. In ad^^tion 
to any applicable reports required in (1) above, details of 
the accident or malfunction will be reported as prescribed m 

SR . 

d. Report of UnsaMsfactory Egviprner\l or Uaieruds. Any sug- 
gestions for improvement in design, maintenance, safety, and efficiency 
of operation prompted by chronic failure or maHunction of the ma- 
teriel, spare parts, or equipment or as to defects m the application 
effect of prescribed lubricants and/or preserving materials will ^ 
reported through technical channels as prescribed in SR 7^5^ to 
the Chief of Ordnance, W^ashington 25, D. C., ATTN : OROFM, ^mg 
DA Form 468, Unsatisfactory Equipment Report. Such suggestions 
are encouraged in order that ofher organizations may benefit. 



Do not report all fallurea that occur. Report onlj RSPRATSD or 
BBCURHSfT failures or malfimctioas wlilcfa Indicate unsatisfactory deslga or 
mfi e r fei- See also SE 700-45-<i and the printed Instractlons on DA Forsa 468. 



Sectfan II. DESCRIPTION AND DATA 
4. Dsescriplion 

The carbines are gas-operated, self-loading, air-oooled slioulder 
weapons, fed by 15-round or 30-round cartridge magazines. The car- 
bines Ml and MlAl deliver semiautomatic fire, and the carbines M2 
and M3 deliver either semiautomatic or full antomatic fire controlled 
by the operator through the use of a selector. 



5. Differences Between Models 

a. Tactical Inspection. For information on differences between 
models which affect troop use, refer to FM 23-7. 

&. Cal. dO Carbines Ml ard MlAl {figs. 1 and 2). The only differ- 
ence between the carbines Ml and MlAl is the stock. The Ml has a 
one-pieoe wooden stock, whereas the MlAl has a folding metal stock 
extenrion and a wooden hand ?rin. 





Figure 1. Cul. AO curWuc Ml. 

c. Cal. 30 Carbines M2 and MS ( figs. 3 and 4). The carbine M2 is 
the same as the Ml except for differences in design of certain com- 
ponents and the addition of others {d below), which permit the M2 
to <^lirer either semiautomatic or full automatic fire. The carbine 
3 is the same as the M2 except that the rear sight is not included and 
e top of the receiver is designed to accommodate special sighting 
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Wiiwt t. 0«L J# mtHm MlAi. 



6quif»ment (sxipencopo) issued by the Corps of EnfiiMm. Infer* 
mation on ths sniporncope may b« foond in TM $-9ML. 

d. Component Difertncti Betwon FuU A^domatic ond So^nM- 
tomshe Carbines 5 ). 

Vs<e. Tte hemmte. ami. trlcsvt hoim\*i. opnailat ilMa. aad «f tlw cai* 
Mas US <0«scnMia U) (S) b*kpv) can sUe be i«»4 on ttoe<«T«lA« Ml. 

(1) The hamm«r of the carbine MS if the »me at the 

hammer of the Ml carbine, except that it has a milled cat in- 
the lower hfbt fide to furnish clearanct for the diecon* 
nector when eseembled on the hammer pin 49). 

{2) Sear, The sear (hg. 5S) of the carbine MS is<he same aa the 
sear of the carbine Ml, except f<# a raieed ehoulder on (he 
top of the front end^ whkh forma a camming surface for 
the dtaconnector when operated. 

it) Trigger fumeing. The trigger housing of the carbine MS is 
the ffSTi Ki ae that of the carbine M I , except that the left side of 
the magasine poet is furnished with a retenti<m slot, and the 
front face of the post with a duenounting notch for the ee- 
lector spring. (The diamounting notch Vesds into the top of 
the slot) The right side has a milled cut for clearance of the 
disconnector lerer. The left side has a milled cut for the 
selector. 

(4) Operating sUde, The operating slide {fig. 5fi) of the car- 
bine M2 is the same ae (hai of the carbmc Ml, except for a 
clearance cut extending along the ri^t-hand side of the 
body, and a diagonal cot at the point where the shank of the 
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handle joins the body. The latter cut forms a cam for cam- 
ming' down the forward end of the disconnector lever. 

(5) Stock (fig. &9) . A clearance cut is made in the inner right 
wall of the M2 carbine to provide clearance for the projecting 
right side of the disconnector. A cut is also made in the inner 
left wall for clearance for the selector. The bridge is cut 
down to the central section for clearance for the disconnector 
lever. 

(6) DUcorvnectoT group — added ports (fig. 56). The discon- 
nector pivots on the hammer pin when assembled. The rear 
end has a lateral projection^ which bears upon the raised 
shoulder of the sear, when the disconnector is cam-operated 
by the disconnector lever for full automatic fire. The for- 
ward end has a projecting lug on the right side, which extends 
outside the trigger housing and engages and acts as a 
camming surface for the rear end of the disconnector lever. 
A spring and a plunger, recessed in the top of the disconnec- 
tor and beari ng on the receiver, return the disconnector to the 
inoperative position, when the caniining action of the lever 
is discontinued. 

(7) Disconnector lever assemhlg — added parte (fig. 56). The 
disconnector lever assembly is not to be disassembled. Re- 
place the lever assembly if any part is found to be defective. 
The disconnector lever assembly is composed of a disconnec- 
tor lever pin, disconnector lever rivet, and disconnector lever. 
The pin retains the trigger housing when assembled to the 
receiver. The disconnector lever, riveted to a pivot on the 
pin, is shifted in a vertical plane, by the turning of the pin. 
The pin is turned by the selector. A rounded projection on 
the rear end of the disconnector lever operates the disconnec- 
tor. A projecting toe on the front end of the disconnector 
lever contacts the camming surface on the operating slide. 
An offset in the rear section provides for alinement with, the 
disconnector, 

(8) Selector group — added parte (fig. o6). The selector is mount- 
ed to the left end of the crank pin by means of a slcA in the 
lower forward face of the selector mating the straddle slots 
in the end of the pin. The selector holds the pin in position 
and acts as a lever for turning, throwing the disconnector 
lever into or out of engagement with the operating slide. A 
curved wire spring holds the selector in position on the pin 
and in the full automatic or semiautomatic position when 
operated. The straight front end of the spring seats into a 
recess in the lowe-r rear end of the selector, and the circular 
rear end of the spring seats in a vertical slot in the front 
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Imot of tbo zn 4 gft£in« pool on the left side of trigger housing. 
When usembled, the drculsr end of the s|)ring is downwerd 
(^ring is cotKtve down word). 



6. Tobvioted Dato 

WetffhC of csriMnee Ml, M3, end M3 (witboot 
Biperempel with 15'FOund ansgtsina (uo* 

loaded) 

Weight of carbine MlAl, ^ith l&-round miga- 

sine (onloeded) 

Weight of cerbineA Ml, M9, uhI M8 (without 
siiperscope) with 15* round msgtzine (loaded) 

end sling-——. 

Weight of carbine MlAl with 15*round mag- 

saiM (loaded) and sling 

Weight of carbines M3 and Bd3 (without snipcr- 
acope) with 30- round magazine (unloaded).. 
Weight of carbines M2 and M3 (without sniper^ 

scope) with SO- round magazine (loaded) 

Hagazina capacity (old type)— 

Magasine capacity (new type)...—— 

Weight of 13-round magazine (unloaded) ... 

Weight of 13'round magazine (loaded). 

Weight of 80-round magazine (unloaded) 

Weight of SO-round magazine (loaded) 

Over-all length of carbines Mi, M2, and M3 

Over-ail hngth of carlnne MlAl (stock ezten- 

won extended) 

Over-all lengthof carbine MlAl (stock extension 

folded) ... ......... 

Over-all length of carbinee HI, M2, and M3 with 

bayonet etUched 

Ortr-elJ length of carbine MlAl with bayonet 

attached (stock extended) 

Weight of 100 cartridges. 

Weight of 1 ball cartridge 

Wei^tof bullet (aprx)— .................... 

Muzzle velodiy 

^^fvasure in chamber per squan inch m**^*"»"* 

<*prx) 

Maximum range...... ....... 

Effective 

of fire, full eutomatic (M2 and M3) I. 

Length of barrel..,. 

®«ht radius at lOO yarda. 



3 . 501 b. 
3.19 lb. 



e.io lb. 

6 . 79 1 b. 

3 JI 3 lb. 

6 . 601 b. 
13 rd. 
80 rd. 
0.17 lb. 
0 . 391 b. 
0 . 231 b. 

1.07 lb. 
83.58 in. 

33.68 m. 

25.51 in. 

42.26 in. 

4221 UL 

2.8 lb. 
193 gr. 
Ulgr 

l,900-2Wf.p.a 

40 /) 00 Tb. 

2.000 yd- 
300 yd. 

750 ' 773 r.p,in. 

18.00 in. 
212 in. 
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4%-7 lb. 



Trigger pull — 

Shipping weight of nailed wood box contoining 
10 carbines Ml, M2, or M3 (without sniper- 

scope) — 

Shipping weight of nailed wood box containing 

10 carbines MlAl — • — 

Dimensions (outside) of nailed wood box con- 
taining 10 carbines Ml, M2, or M3 (without 

snipenscope) — 

Dimensions (outside) of nailed wood box con- 
taining 10 carbines MlAl 

Cubical displacement of nailed wood box con- 
taining 10 carbines Ml, M2, or M3 (without 

sniperscopie) 

Cubical displacement of nailed wood box con- 
taining 10 carbines MlAl 

Ballistics of cartridge 

Hate. 7,000 graliiB equal 1 pouad aTc4rdupois ineasiiTe. 



981b. 

901b. 

40% X 17x11% 

30^ X X loy* 

4.7 cu. ft. 

3.5 cu. ft. 
(FM 23-7) 
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CHAPTBt 2 



PARTS, SPECIAL TOOLS, AND EQUIPMBMT FOR FIELD 

AND DEPOT MAINTENANCE 



7. Oenerol 

Tools and equipment and maintenance parts over and above those 
available to the using oi^anization are supplied to ordnance field 
maintenance units and depK>t shops for maintaining, repairing, and/or 
rebuilding the materiel. 

8. Parts 

Maintenance parts are listed in Department of the Army Supply 
Catalog ORD 8 SNL B-28 which is the authority for requisitioning 
replacements. Parts not listed in an ORD 8 catalog but required by 
depot shops in rebuild operation may be requisitioned from the listing 
in the corresponding ORD 9 catalog and will be supplied if available. 
RequisiticHi for ORD 9 parts will contain a complete justification of 
requirements. 

9. Common Tools and Equipment 

Standard and commonly used tools and equipment having general 
applid^ion to this materiel are authorized for issue by T/A and 

T/0*E. 

10. Spedal Tools and Equipment and Improvised Tools 

o* Special Tools and Eqtiipment. The sp«cial tools and equipment 
tabulated in table 1 are listed in Department of the Army Supply 
C^Wog ORD 6 SNIj J-12. This tabulation, containing only those 
*pwial tools and equipment necessary to perform the operations de- 
scribed in this manual, is included for information only and is not 
be Used as a basis for requisitions. 

^^te. Special tool sets in ORD 6 SNL J-12 also ccaitalo standard and cozn- 
tnonl^ used tools and equipment specifically applicable to tble materiel. 
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Table 1. 



lU*m 



BOLT, field leAt, cal. .30 



COMPARATOR, aci-ecuft and fix- 
ture.s (DEPOT MAINTENANCE 
ONLY) includes: 

FIXTURE, comparator, ham' 
mer contour. 

FIXTUUP), comparator, sear 
Contour. 

FIXTURE, comparator, trig- 
ger contour. 

SCREEN, comparator, ham- 
mer contour, 

SCREEN, comparator, sear 

SCREEN, comparator, trigger 
contour. 

FIXTURE, staking, adjustable rear 
sight. 

GAGE, alining, rear sight, cal. .30 — 



GAQE, head space, obI.. 30, head 
space Igh 1.200 in. 

Gage, head space, cal,. 30, head 
space Igh 1,295 in (DEPOT 

Maintenance only). 

GAGE, head space, cal. .30, head 
space Jgh 1.269 In. 

QAQE, head space, cal. .30, head 
space Igh 1.302 in (FOR FIELD 
MAINTENANCE ONLY). 

PUNCH, staking, size Hx 2in, dlam 
of pt 0.005 In, 

REAMER^ carb-8, breeching space, 
carbine, cal. .30, complete (DE- 
POT MAINTENANCE ONLY). 

TOOL, assembling, adjustable rear 
sight, carbine cal.. 30. 

TOOL, disassembling, bolt ...... 

TOOL, assembling, front sight 

TOOL, gas cylinder reconditioning. 

TOOL, gas piston nut removing, M5. 

TOOL, removing, front sight 



Special Tools and Equipment for Fielii and Depot Maintenance 



Ideiilirying No 


Hijferpjicv# 


Use 




Par. 


73 19932 

(41-I)-158fi-990) 

1 

1 


1 

10 


57rf 

1 

1 


Field test bolt used to check head space 
instead of component bolt to determine 
whether deviations are due to wear. 

The comparator is an optical machine for 
measuring or comparing objects by 
means of a magnified shadow. 


7319911 

(18-F-41075-40) 


11, 128-131 


85 


These fixtures are used to hold the compo- 
nents in the correct position for com- 


7319982 

(18-F-41075-70) 


11, 122-127 


84 


parison of enlarged shadow on corre- 
sponding chart for conformance to es- 
tablished lines and tolerances. 


7319701 


11. 119-121 


78, 83 




(18-F-41076-90) 






The screens, one for each component to be 
inspected, contain lines and specified 


(7317836) 

1499-40 


12, 128-131 


85 


(7317840) 

18-S-1499-70 


13, 122-127 


84 


tolerances to which the enlarged shadow 
must Conform, 


(7317838) 


i 14. 119-121 


80, 83 




18-S-1406-90 


♦ 






7312233 

(41~F~2967-358) 


8 


55ifc 


The fixture Is a template used to locate 
the points of staking for adjustable rear 
sight. 


7319931 

7161446 


8 




Gage used as template on old “L” type 
sight equipped carbines to scribe aline* 



(41-G-l 8-827) 






7319934 

(41-G-199-175) 


10, S3 


14, 57<i, 58d 


7319936 

(41-G-199-180) 


10 


14, 57d 


7319938 

(41-G-199-185) 


10 


14, 57d 


7319943 i 

(41-G-200-5) 


10, S3 

1 

1 


57d 


7312234 

(41-P-3848-950) 


1 

8, 73 


55 


7319906 

(41-R-488-125) 


9, 85 


58d 


7312068 

(41-T-3016-126) 


8, 68, 69, 70 


1 

52, 65 


7313298 

(41-T-3019-625) 


6, 60 


43, 45 


7161313 

(41-T-3017-635) 


7, 65 


50 


7160995 

(41-T-3164) 


6, 77, 84 

t 


666, 68, 59 


5621065 

(4I-T-3165) 




565 


7161237 

(41-T-3318-500) 


7, 63 


47 

1 



ment mark for installation of adjustable 
type sight. 

Gage to check the minimum head space. 

Gage to check maximum head space with 
field test bolt (after carbine has been, 
rebarreled). 

Gage to check maximum limit head space 
for weapons in stock. 

Gage to check maximum head space of 
weapons In hands of troops, domestic 
and oversea. 

The punch is used for staking the receiver 
to hold the adjustable rear sight in 
place. 

The reamer is used to ream cartridge cham- 
ber to obtain correct head space with a 
new barrel. 

Tool used to remove and install (or re- 
place) adjustable rear sight. 

Tool used to disassemble and assemble 
bolt. 

Tool used to install (or replace) front sight 
on barrel, 

Tool used to remove and install (or re- 
place) gas cylinder piston nut; and to 
recondition the threads in gas cylinder. 

Tool used to remove and ln.stall (or 
replace) the gas cylinder piston nut. 

Tool used to remove front sight from 
barrel. 
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4. Improvised TooU. The dimensioned deUil drawings of the im- 
pronaed tools listed in table IT are furnished to enable and depot 
maintenince (K'ganiiatiODs to fabricele theoe tools locally if deared. 
The chief value of theas tools is to aaaist maintenance organisations 
engaged in i^milding a large number of weapons These tools are 
not essential for r^ild and are not available for mat; (he data ia 
furnished for information only. 
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Figure 23. 
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Detail of vise-held ttampinp fixture — pert 7 and fi. 
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Detail of vise-held stamping fixture — part number 6. 
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cirmR 

(HIGH-SPEED STBEL HDN R/C 63-65 GR) 




(TOOL STEEL HDN R/C 56-58 GFO 



CUTTER 




PILOT CUTTER 



CHAMFERING TOOL ASSEMilED 

MOTE: AU. DIMENSIONS ARE IN rWCHES RAPO 167326 

Fiffure So. Drtaii of chamfering tool for oovnterborijiff muzzle. 
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CHAPTER 3 
INSPECTION 

SecHon I. GENERAL 



11. Scope 

This chapter provides specific instructions for the technical inspec- 
tion by ordnance maintenance personnel of materiel either in the 
hands of troops or when received for repair in ordnance shops. It also 
briefly describes the in-process inspection of materiel during repair 
or rebuild and the final inspection after repair or rebuild has been 
completed. Trouble shooting informntion is incorporated wherever 
applicable as a normal phase of inspection. 

12. Purposes of Inspections 

Inspections are made for the purposes of (1) detwTnination of the 
condition of an item as to serviceability, (2) determination of incipi- 
ent failure, (3) the assurance of proper application of maintenance 
policies at prescribed levels, and (4) the abilky of a unit to accomplish 
its maintenance and supply missions. 

13. Calesories of Technical Inspection 

In general, five categories of inspection are performed by ordnance 
maintenance ]>crsonne]. 

a. Over all Inspection. This is a periodic over all inspection per- 
formed by a contact party on materiel in tlie hands of troops and an 
inspection performed by maintenance company personnel when mate- 
riel is evacuated to the ordnance company. The ins|>ection of materiel 
evacuated is more thorough and includes check and repair of minor 
points that would not be require<l in the inspection performed by a 
contact party. 

h. Pre-emharkafion Inspection. This inspection is conducted on 
materiel in alerted units scheduled for oversea duty to insure that 
such materiel will not become unserviceable or worn out in a relatively 
short time. It prescribes a higher percentage of remaining usable 
life in serviceable materiel to meet a specific need beyond minimum 
serviceability. 

c. In-proces» Inspections, These are inspections performed in the 
process of repairing (field maintenance) or rebuilding (depot mainte- 
nance) the materiel as prescribed in chapter 4. This is to insure that 



all parts conform to the prescribed standards, that the workmanship 
is in accordance with approved methods and procedures, and that de- 
ficiencies not disclosed by the preliminary inspection are found and 
corrected. Detailed instructions are contained in chapter 4. A tab- 
ulated listing of these same repair, overhaul, and rebuild standards is 
also provided in chapter 6 for ready reference. 

d. Fined Inspection. This is an acceptance inspection performed by 
a final inspector, after repair or r^uild has been complete to insure 
that the materiel is acceptable for return to user or for return to stock 
according to the standards established. Detailed in^metions are con- 
tained in chapter 5. 

e. Spot Chech Inspection. This is a periodic over-all inspection 
performed on only a percentage of the materiel in each unit to d^»r- 
mine the adequacy and effectiveness of organizational and field 
maintenance. 



Section II. TECHNICAL INSPECTION 

14. Generol 

If^anuiinr: Before starting a technical inspection, be sure to clear 
the weapon. Do not touch the trigger until the weapon has been 
cleared. Inspect the chamber to insure that it is empty and check to 
see that no ammunition is in position to be introduced. Avoid having 
live ammunition in the vicinity of the work. 

a. Preparatory Procedures. 

{ 1 ) Check to see that the weapon has been cleaned of all corrosion- 
preventive compound, grease, excessive oil, dirt, or foreign 
matter which might interfere with proper functioning or 
obscure the true condition of the parts. 

(2) Make an over-all inspection of tlie weapon for general ap- 
pearance, condition, ojieration, and manual functioning. 
Use dummy cartridges. 

A Inspection Guide. Table III is provided as a check list to be laed 
as a guide for the inspection of weapons in tlie hands of troops. The 
over-all inspection column lists the standards denoting minimum 
serviceability and n^xt column lists the standards for pre-embarkation 
inspection. 

note. The additicaial cnlutims are provided for vomperative information only 
to show the standards which are desEred when the weapon is repaired or retmllt 
in ordnance Held or depot shops. 
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7*0626 III. InA'ptciion for Cal. SO Carbines Ml, MlAl, Mf, and MS 



Point to be Inapovlutl 



Over&ll Inspection 



Pro-i'inberkution Inspection 



Flnit Inspection, field melntenimce 



Final lospection, depot oiaintenanoc 



Pitd in chamber a allowable if they are not large enough to cause extraction difnculties. 

Pitn ill the bore as wide dA a land or groove and three-eighths Inch, or less, in length are allowable. 

Tool marks or scratches are acceptable regardless of length. Tool marks will appear as lines running 
laterally In the grooves or may run spirally across top of lands. 

Definitely ringed bores or bores ringed safTidently to bulge the outside surface of the barrel must be 
rejected. However, faint rings or shadowy depressions are acceptable. 



BORE AND CHAM- 
BKR. 



FINISH 

FIRING PIN PRO- 
TRUSION. 

FRONT BAND 



FRONT SIGHT 



HAND GUARDS 



Lands must be sharp. 

Some glare |>ermissible. 

No check 

Apply MWO ORD 
1328-W5 if not ac- 
complished. 

Securely assembled 
with no burrs or mal- 
formations. 

N^t damaged so as to 
affect strength. 
Some looseness when 
assembled is aceept- 
abk Liner must be 
tight. 



Intact enough to pre- 
vent glare. 

No check 

Apply MWO ORD 
B28-W5 if not ac- 
complished. 

Securely assembled 
with no burrs or mal- 
formations. 

Checks and cracks not 
affecting strength are 
acceptable. Some 
looseness when as- 
sembled is Booept- 
able. Liner must be 
tight. 



Intact enough to prevent 
glare. 

Inspect visually 

Apply MWO ORD B28- 
W5 if not acoom- 
pliahed. 

Securely assembled with 
no burrs or malforma- 
tions. 

Checks and cracks not 
affecting strength are 
acceptable. Some 
looseness when assem- 
bled Is acceptable. 
Liner must be tight. 



Approximate new finish. 

Min 0.048. 

Max 0.065. 

Apply MWO ORD B28- 
W6 if not accom- 
plished. 

Securely assembled with 
no burrs or malforma- 
tions. 

Seasoned cheeks and 
cracks which have been 
reinforced by pins are 
acceptable. Some loose- 
ness when assembled u 
acceptable. Liner must 
be tight. 



HEADSPACE. 



Bolt must not close on 
headnpace gage 
7319943 (headspace 
Igh 1.302) but must 
close without forcing 
on headspace gage 
7319934 (headspace 
Igh 1.290). 



Bolt must not close on 
headspace gage 
7319943 (headspace 
Igh 1.302} but must 
close without forcing 
on headspace gage 
7319934 (headspace 
Igh 1.290). 



Min 1.290 

Max 1.302. 

Use gage 7319934 or 
7319943. 



Rebarreled 

Min 1.290. 

Max 1.295. 

Use gage 7319934 or 
7319936. 

With field teat bolt 
7319932. 



A'‘o( Rebamled 



Min 1.290. 
Max 1.298. 
Use gage 
7319038. 



7319934 or 




15. InspectiQn of Mol4riol in the Hcmds of Troops 

a. Gen.eral. Refer to TM 9-1100 for responsibilities and funda- 
mental duties of inspecting personnel, the necessary notice and prep- 
arations to be made, forms to be used, and general procedures and 
methods to be followed by inspectors. Materiel to be inspected in- 
cludes organizational spare parts and equipment and the stocks of 
cleaning and preserving materials. In the course of this technical 
inspection the inspector will accompli^ the following : 

(1) Determine serviceability, i- e., the degree of serviceability, 
completeness, and readiness for immediate use, with special 
reference to safe and proper functioning of the materiel. 
If the materiel is found serviceable, it will be continued in 
service. In the event it is found unservioeaWe or incipient 
failures are disclosed, the deficiencies will be corrected on the 
spot or advice given as to corrective measures when appli- 
cable, or if necessary, the materiel will be tagged for delivery 
to and repair by ordnance maintenance personnel 

(2) Check for causes of mechanical and furctional difficulties 
that troops may be experiencing and for apparent results of 
lack of knowledge, misinformation, neglect, improper 
handling and storage, security, or preservation. 

(3) Check on application of all authorized modifications to see 
that no unauthorized alterations have been made or that no 
work beyond the authorized scope of the unit is being at- 
tempted. The following modification work orders are ctmr 
sidered mandatory' as of this printing; however, also check 
the index in SK 310-20-4: and the current modification work 
order 61es for any additional modification work orders 
promulgated subsequent to this printing. 



mro rif!« 

MWO ORD R28-W'3 ReplacemeDt of leaf tj-pe rear sight with 

adjustable rear sight. 

MWO OBD B2^W4 Replacement of iiiagazine catch and plunger 

to provide increased holding. 

MWO ORU B28-W5 Replacement of front band to provide for 

attachment of ha^onet. 

MWO ORD B28-W6^ Rei’la<*ement of sliding type safety with 

rotary type. 

MWO ORD B28-W7 RcplaceTuent of discounecror plunger assem- 

bly to prevent its loss. 



(4) Instruct the using personnel in proper preventive mainte- 
nance procedures where found inadequate. 

(5) Check on completeness of the organizational maintenance 
allowances and procedures for obtaining replenisliments. 

(6) Check conditions of storage of general supplies and am- 
munition. 
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(7) Initiate a thorough report on materiel on “deadline,” with 
reasons therefor, for further appropriate action. 

(8) The inspector ^ould report to the responsible officer any 
carelessness, negligence, unauthorized modifications, or tam- 
pering. This report should be accompanied by recommenda- 
tions for correcting the unsatisf^tory conditions. 

b. Ingpfction for Appearance and General Condition. 

(1) Inspect barrel and receiver group for looseness in stock, and 
hand guard for excessive looseness on stock. Hand guard 
may have slight movement backward and forward. How- 
ever, there should be no possibility of its becoming disen- 
gaged from the front band or skirt on the receiver. Tight 
hand guards are likely to push band off when recoil is heavy, 
as when grenade launcher is used. 

(2) Inspect front band for looseness and locking on carbine and 
inspect sling swivel for looseness on band. Band ^ould be 
held firmly in place by shoulder of locking spring. 

(3) Inspect stock and hand guard for cracks; deep scars; and 
bare, rough wood surface: ch^^ grip (MlAl) for looseness 
on stock and for cracks. 

{4) Inspect frontandrearsightsfor looseness. 

(5 ) Inspect oiler for retention in stock and for new tyj>e neoprene 
gasket. Inspect sling for wear and security on carbine. 

(6) Inspect metal parts for rust, corrosion, scoring, and cracks. 

(7) Inspect magazine for retention in trigger housing, ease of 
withdrawal, undue looseness, dents, rust, and movement of 
follower. 

(8) Inspect sling eyelet for looseness on lower hinge assembly 
(MlAl), and hinge for looseness on stock grip. 

(9) Inspect stock extension (MlAl) for hinge action, and posi- 
tive loridng when extended and folded, and butt plate for 
rotation and spring action on bars. 

(10) Inspect cheek rest plate and retaining plate (MlAl) for 
looseness on bars, and cheek rest plate cover for wrinkles, 
scoring, and dried out leather. 

(11) Inspect barrel. See paragraph 57b. 

( 12) Check to see that serial numbers on the receivers of Ml and 
MlAl carbines (fig. 87) have not been obscured by the 
installation of the adjustable rear sight 716CN)60 (stamped 

*yp«)- 

c. Functional and Operational Inspection. The following are in 
addition to inspections covered in FM 23-7. 

(1) Complete locking of bolt tmd forward movemenl of 
operating slide. The slide should continue to move for- 
ward about five-sixteenths of an inch after the bolt is fully 
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locked. The same free movement should take place at the 
start of the rearward movement of the slide, before rotation 
of the bolt begins. 

(2) Chambering of cartridge. The bolt should chamber the 
cartridge smoothly when released. If bullet ramp on re- 
ceiver or barrel is rough, or if ma^'-aaine catch does not 
retain magazine allowing it to tip forward, the bullet may 
bind on ramp or be deflected upward during chambering and 
strike the top of the barrel causing a stoppage. 

(3) Engagement of sear xcken trigger is not released. On 
carbines Ml and MlAl and on carbines M2 and M3 in 
semiautomatic position, the sear should engage and bold 
the hammer when the trigger is held back and the slide op- 
erated rapidly. This can be tested for by the following 
procedure: 

(a) Grasp carbine by grip of stock with left hand. 

(&) With index Anger of left hand, pull tri^er all the way 
to the rear and hold it in that position. 

(c) Grasp operating slide handle with the right hand and move 
bolt back and forth rapidly five or six times, allowing the 
operating slide to come to rest in its forward position. 

(d) Release trigger completely and then pull it again. If 
the hammer does not fall, it has been }arred out of en- 
gagement with the sear and followed the bolt forward. 
If this is the case, the carbine may fire in an uncontrolled 
manner and the firing mechanism must be inspected tor 
worn or faulty parts. 

(4) UncorUroUed pre. It has been found that at times individual 
carbines Ml and MlAl fire in an uncontrolled manner. The 
term ^hincontrolled’^ means that more than one cartridge is 
chambered and fired when the trigger is actuated once. Since 
the carbines Ml and MlAl are both semiautomatic weapons, 
only one round should be fired whether the trigger is held 
or released. This tendency can often be determined during 
firing by the folloiring procedure : 

(a) Hold tri^er in rearmost position. 

(5) Manually retract the operating slide and allow it to return 
to battery. 

(c) Release trigger very slowly. If carbine tends to fire in an 
uncontrolled manner, the hammer will often fall when 
the sear is beard to snap. The shock of counterrecoil will 
sometimes jar hammer from sear and uncontrolled fire 
results. 

{5) Safety. The safety should rotate without undue interfer- 
ence. It should block trigger when turned so that the tang 
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is vertical and release trigger when tang is pointing to the 
rear. It should be positively retained in eith^ porition. 

(6) Operating slide 9top, The operating slide stop is forthe pur- 
pose of ‘^hanging’’ the slide and bolt in the retracted position. 
Test functioning of stop by retracting bolt with operating 
slide, spring, and guide assembled, and pressing stop into re- 
taining notch in receiver. When “hung” slide is slightly re- 
tracted, the stop should be cammed out of retaining notch in 
receiver and lie flush with (or above) lower face of slide and 
be held in this position by the friction spring. If stop spring 
becomes broken, stop may catch in retaining notch when slide 
reciprocates. If nose of stop or edge of retaining notch be- 
comes worn, or friction spring becomes weak or broken, stc^ 
is likely to slip and fail to hang bolt. If there is insufficient 
friction on stop, it may jar into the notch and “hang^* the bolt 
when the carbine functions. If sitch is the case, replace stop, 
spring, or operating slide. 

d. Magazine. Test magazine for retention in carbine. Inspect 
fcdlower for smooth movement in tube under force of spring by de- 
pressing follower and allowing it to rise. If follower does not depress 
and rise smoothly to the top of tube under spring action, look for 
burrsi, rust, and corrosion in tube, reversed follower, deformed, or 
burred tube or follower, and weak, broken or reversed spring. Apply 
pressure evenly on the follower when depressing in order not to “cock” 
or rotate it in the tube. 

e. Rear Sight Assembly. See paragraph 53 for inspection of the 
rear sight assembly. 

/. Barrel and Receiver Gr<n*p. See paragr^b 57 for inspection of 
the barrel end receiver group. 

g. Head Space Gaging. 

(1 ) The head space of a carbine is the distance between the shoul- 
der of the chamber and the face of the bolt when the bolt is 
in locked position. If head space is insufficient, the bolt wUl 
not fully lock behind the cartridge without being forced. If 
head space is excessive, the cartridge will have too much play 
in the chamber when the bolt is locked behind it. Either 
condition is unsafe. As comptment parts of the carbine are 
manufactured to close tolerances and head space is carefully 
checked at manufacture, any variation causing excessive bead 
space to develop is due to wear. 

(2) Excessive head space, djkt to wear, may be caused by worn 
faces of bolt, worn locking lugs on bolt, or worn locking 
shouldeis in the receiver. 

(3) Before testing for head space, clean bore, chamber of barrel, 
and operating parts thoroughly, wipe dry, and inspect for 
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mMl fouling or fortign mattor. Op«r%te tbo meclunimi t 
few tiim to Me thet the bolt closes end locks smoothly oo 
sn empty chsmber. Disengage the bolt from the opersting 
slide. 

(4) See uMe II for head space standards and paragraph 57d 
Iw procadoK m chocking head space 
A. Triffffer P^. 

(1) Ofnerai. Tbs Uedng of trigger poU of eaftines requires the 
arailabjiity of bo(^ and weights, wbi^ combine to 4^ end 
7 poeods. Test trigger pull for smoothness and for pressure 
exerted. Trigger pul I ^uld be dean, without creep, smooth 
in action ; and tl» force exerted to release hammer should be 
more than 4^ pounds and less than 7 pounds. If puU ts 
rough, or not within specified limits, or creep is present, it 
indicates that there is wear or burrs on scar nose, hammer 
notch, or top of trigger Up, or interference between trigger 
and housing. 

Vote. Tbe worO "creep* le liKerpmed to Bcao aor pm^tlbW 
a u toW tt t IB the trlner pall betwe ea tbe Uoe tbe slack b takes M 
aad tke baoiser la released wna p eswore appUad to tbe tilnn at a 
nalfton cate of lacceaaa erer a period 10 aeeooOi or laara 

(9) Testing fn’gprr pvO (flg. 96). Mote that safety is diseo* 
gaged (its tang is point to rear) and that carbine is cocked. 
Have the weights resting on the floor or ground and insert 
tbs bode of trigger weight wire Chroogh the trigger housing 
guard bow to bear oo tlU trigger so that prcssarc is applied 
one^uarter inch from lower end or tip of trigger With the 
barrel of the carbine held vertically, raise the weight from 
tbe floor as gently as possible. If 4’H-pound wei^t puUa the 
trigger to relearn (he hammer, or Uw 7-pound weight fails 
to poll the trigger to release the hamnw, correetioi is rs> 
quired. Tbe only correction allowed in field repair is the 
salecdve lasemMy of hammer, hammer ^ring, sear, and/or 
trigger or all four until the required pull is obtained. Take 
care during the test to see that the wire contacts the trigger 
mly and does not rub against the trigger housing or stock, 
and that wire and axis of bore are perpendicular to the floor. 

Each ttm* wrisbts aw applied to tbe trigier. cock tbe 
actla otberwlM mb/ war be parUallr maeofased tnm btaaer. TUa 
will rwall la a falae mdSac a«vt tine weigbca ire appM 

a /naperltoft o/ Fwetiont Peeviiar tc CVv^mm Mt sad MS. 

WHh cardne folly asssmbled, unloaded, and safety tamed 
to Are position, test functioning as follows : 

(1) Pull sdector fully to rear to place mechaniam in the semi* 
automatic pomtkm. llien, with trigger released, fully re- 




eo sun 

Pif^tre M. re4fi«e tfif ftf 



taaeto 
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tract bolt to cock the hammer and allow bolt to spring for- 
ward. Hammer ^onld not fall until trigger is pulled. 

(2) With trigger held back, cock the hammer as above and allow 
bolt to spring forward. Hammer should not fall until 
trigger is released and then pulled, 

(3) With trigger released, retract bolt to cock hammer and allow 
bolt to s])ring forward. Push selector forward to place 
mechanism in full automatic position. Hammer should not 
fall until trigger is pulled. 

(4) With selector still forward, and trigger held bach, retract 
bolt to cock hammer, then ease bolt forward slowly. Hie 
hammer should not fall until the bolt is fully locked. The 
hammer can distinctly be heard striking the firing pin. 

(5) Test safety with adector in both positions. It should not 
be possible to release the hammer with safety tang vertical. 

16. Inspection of Materiel Received in Ordnance Shops 

The inspection of the weapon received in ordnance shops is essen- 
tially the same as its inspection in the hands of troops (par. 15). 
Table IV U^s malfunctions, possible causes, and actions required to 
correct the malfunction. 

17. FN«-Einbarkatioa Inspection of Materiel in Units Alerted for 

Oversea Movemertt 

a. See table III for pre-^barkation inspection of caL .30 carbines. 

b. All URGENT Department of the Array modification work orders 
will be applied before approving the materiel for oversea shipment. 

c. Certain small arms are manufactured with a neutral gray finish. 
Phosphate finish ranges from neutral gray to black and is acceptable 
within this color range. Rejection because of improper finish must 
be only on the grounds that the exterior surface has a distinct shine 
and is capable of reflecting light, somewhat as a mirror does. 

d. Scratches and tool marks on barrel are ordinarily of no 
importance. 






Table IV. TVtmfcic ShoiHinfi 



Mai/lUKltiDD 



Probable cau-w 



Camdi^e ^tlon 



Failure to eject 



Failure to 6 a tract. 



Trigger hang 



Broken ejector j 

Week or broken ejector ' 
spring. 

Damaged or brokeo ex- 
tractor claw. ; 

Broken or missing ex- : 
tractor plunger or 
spring. 

Large pits in firing cham- ^ 
ber, ! 

Weak, bent, or broken ' 
trigger spring, 

Trigger spring disen- : 
gaged. 



Failure to fire 



Hammer fails to cock 



Light trigger pull 
Safety sticks- .. 



Operating slide does not 
operate smoothly or 
does not "hang.'' 



Obscured serial number 



Old type trigger with 
4- or 8-degree angle on 
forward face of t he 
pedestal. 

Defective or broken firing 
pin. 

Damaged sear or broken 
sear spring. 

Failure of bolt to move 
far enough to rear (par. 
306) 

Weak or broken sear ; 
spring (par. 30c). 

Missing or broken safety ' 
plunger and/or spring. 

Damaged safety 

Broken stop and/or spring 

Misalinement of barrel 
in receiver. 

I 

Installation of rear sight 
7160060 on receivers of 
carbinesMlandMlAl. • 

I 

Also M2 carhines con- ' 
verted from Ml car- ■ 
bines. 



Replace ejector (par. 4SJ . 

Replace spring (par. 45) . 

Replace extractor (par. 
45). 

Replace plunger and/or 
spring (par. 45). 

Replace barrel (par. 69). 

Replace trigger spring 
(par. 31). 

Check seating of spring in 
seating notcli in trif^er 
and position of spring 
in housing ap>erture 
(par. 29). 

Replace with trigger of 
new design (par. 30d, 
FM 23-7). 

Replace firing pin (par. 
4o) 

Replace sear and/or spring 
(FM 23-7). 

Check guideways tn re- 
ceiver for obstruction to 
raovement (par. 57a) , 

Replace sear spring (FM 
23-7). 

Replace safety plunger 
and/or spring (FM 23-7). 

Replace safety (FM 23-7). 

Replace stop and/or spring 
(FM 23-7) 

Check parallelism of bar- 
rel and receiver and cor- 
rect (par. 59). 

Rcstamp serial number 
(par. 58e) . 



CHAPTER 4 

REPAIR AND REBUILD 



Section I. OENBtAL 

18. General 

a. Iniormation and instructions contained herein are supplementary 
to instructions for the using organization contained in FM 23-7, 

b. In this manual, the main groups of the weapon are disassembled, 
inspected, replaced or repaired, and assembled. For information on 
removal and installation of groups, see FM 23-7. A group is a 
number of p»,rts or assemblies, or both, which either function together 

or are intimately related to each other and should be considered 
together (fig. 37). 

c. A rebuild flow chart (fig. 44) and an operation route sheet (table 
V) , which specify the various steps necessary in rebuilding the weapon, 
are contained in this chapter for the use of maintenance shops 

in rebuild for return to stock. 

rf. Information for ordnance maintenance units engaged in rej>air 
for return to user and information for maintenance shops engaged 
in rebuild for return to stock are covered together, but wherever the 
operation is not authorized for the field level of maintenance, a note 
is added such as (DEPOT MAINTENANCE ONLY) to indicate the 
prescribed level of maintenance, 

«. Where different standards or tolerances arc prescribed for field 
and for depot levels, the desired standard for the particular level is 
similarly indicated in parentheses. 

19. Cleaning and Lubrication 

Degrease, clean, and oil all materiel received in ordnance shop. 
Keep a li^t film of oil on all parts undergoing rebuild operations to 
prevent rust from forming on surfaras. PrMessed matoriel in the 
shop should be kept clean and oiled at all times to prevent rusting, 
[nfonnation and instructions pertaining to cleaning, preserving, seal- 
ing, and related materiab, are contained in TM 9-850, For detailed 
instructions for care and cleaning of the carbine, see FM 23-7, 

20. General Repair ond Rebuild Methods 

8, The foreman in charge of repair and rebuild will procure a 
complete set of special tools (ch. 2). The number of units to be 
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Figure 57. compriting the weapon thown <n relative po$ition- 9 . 




processed will determine the disposition of manpower and Job proce- 
dure, and the extent to which improvised tooling, assembly line 
methods, and special shop provisions are justifiable, 

b. Precision tools for inspection of critical dimensions and toler- 
ances will be provided where necessary. 

c. Use only tools that fit snu^y as loose fitting tools may damage 
part. 

It is the responsibility of personnel engaged in disassembly to 
inspect parts as they are removed. Irreparable parts should be 
droj^d from flow of parts as soon as possiUe. 

e. Parts damaged to the extent that the cost of repair is greater 
than their replacement cost, should be discarded. 

21. Removal of Rust ond Fingerprint Deposit 

a. Light rust may generally be removed with a doth moistened with 
preservative kbricating oil or rifle-bore cleaner. If this does not suf- 
fice, use crocus cloth or fine abrasive cloth. Take care not to scratch 
or alter cleaned surfaces, to remove thoroughly all dirt and abrasive, 
and to reoil surfaces before assembling the parts. 

b. For removal of deposits caused by the acid reaction of the finger- 
print on the metal of un pa in ted machined surfaces, use fingerprint 
remover oil 14-C-789-25. 

22. Removal of Burrs From Threads, Screw Heads, and Work- 

ing and Wooden SwfcKes 

a. During the life of the carbine, polishing and stoning are neces- 
sary to relieve friction and to remove burrs set up by firing and usage. 
Rwnove burrs on screw heads, threads, and like surfaces with a fine 
file, or chase out with a corresponding sized die or tap. Kemove burrs 
on working surfaces, such as bolt lugs, operating slid© grooves, etc., 

with a fine grain sharpening stone. Smooth rounded contacting sur- 
faces with crocus doth. 

Cautum: Be careful to stone and file evenly and lightly and do not 
remove more metal than is absolutely necessary. Never alter parts 
or assemblies in any way that will affect interchangeability or proper 
operation or function. If parts are so damaged that critical dimen- 
sions would be changed by filing or stoning, replace with a part from 
stock. 

b. On wooden components, dents or mutilations that do not affect 
strength of general appearance may be sanded out. Wood dough may 
be used if practicable. Unvarnished wooden components, such as 
stocks and hand guards, should be sanded all over and treated with 
linseed oil, mixed with an approved fungicide if inspection reveals 
presence of fungus. Patching is permitted whev^ strength is not 
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affected. See paragraph 62<f for repairs and patching of wooden 
components. Points that bind may be relieved by filing or paring 
using a fine file or sharp flat blade. 

23. Replacement of Springs 

All springs that are corroded, set, weak, distorted, or fail to meet 
standard.^ are to be replaced. Refer to TB ORD 366 for coil spring 
standards. 

24. Marking of Rebuilt Weapons 

All carbines rebuilt must be stamped with the initials of the r^uild- 
ing establishment in the United States; weapons rebuilt by oversea 
depot shops are not to be stamped. Stamp the initials identifying 
the establishment rebuilding a carbine on the left side of the stock 
between the hand grip and the butt plate. If the weapon is sub- 
sequently rebuilt at another establishment, place the new identifying 
initials directly below those preceding. If the weapon is rebuilt at 
the same establishment as before, new initials need not be added. 
The establishments and the initials to be used are as follows: 



Augusta Arsenal AA 

Benicia Arsenal BA 

Mt. Rainier Ordnance Depot MR 

Raritan Arsenal RA 

Red River Arsenal RRA 

Rock Island Arsenal RIA 

Springfield Armory SA 



25. Rang Tests 

a, Functi^ Firinff. FcJlowing repair or complete rebuild, fire 
each M2 and M3 carbine 10 rounds full automatic and 10 rounds semi- 
automatic. Fire each Ml and MlAl li) rounds semiautomatic. If 
carbines do not function satisfactorily, additional rounds are author- 
ized. Function firing is required, in field maintenance, only when 
adequate facilities are available. Quality controlled function firing 
may be used pi^ovided the number of weapons to be function fired is 
sufficient to wanant. 

Aft€T SW irropom firt amirevt^ 

ro^4$ frwm •c<Qpwi os zudkottd 

Fift ecnwfrWirv rounds frm ■ , 

/•rA wfapm ef firm SOO KoeX 

t^rup<ms Kadi wtupon icMppsi 

MlandM]Al._ iO rounds semiauto. 10 rounds seminuto. 7 rounds serni- 

auto. 

M2 and M3 10 rounds auto 10 rounds auto 7 rounds auto. 

M2 and M3 10 rounds semiauto. 10 rounds semiauto. 7 rounds semi- 

auto. 
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b. Function T esU. Function tests siiould be shot from the shoulder 
or from s buck, spring loaded to simulate actual recoil conditions. A 
spnng which allows the carbine to recoil approximately one-half inch 
IS acceptable. If function tests indicate a lack of power, improvement 
may be seci^ through tlie use of the counterbored type piston nut 
5196436 which permits longer travel of the piston. This nut differs 
from the plain type in that it has a counterbored piston seat in the 
forward end approximately 0.030 inch deep (fig. 38). 

semiautomatic or automatic weapon which functions 
satisfi^torily in a test that allows no recoil, may not function at all 
when fired under field conditions because of insufficient power. It is 
im^rtant, therefore, that the function tests be conducted properly. 
This IS particularly important in the case of carbines M2 and M3 




COUNTERBORE 

«W TYP. 




ok» rm 

RA PD 1M204A 



rwwrc J^l. nHt 51M^36. 

c. Targeting {Depot Maintenance Onlg). 

( 1 ) Target each carbine as indicated on figures 39 and 40 and fire 
semiautomatically. Adjust each carbine to meet the follow- 
ing requirements as final inspection : 

(a) yith machined type sight, adjust windage knob and/w 
index plate so that zero line of index plate concides with 
zero line on rear sight base. With the stampetl type sight, 
aline ramp with mark on index plate and center index 
plate. The ramp sliould then be within 0.012 inch (2 dicks) 
of the center of the base. 

(5) Set the elevation at the 100-yard setting. 

(c) Top of front sight blade shall be centered at “A” of tar- 
geting diagram for 25 yards. 

(d) Five out of seven shots should fall within or cut the dotted 
line. 
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Vote. It Bbould be understc»oU that in processlar inspection (as 
distinguished from dual laspeetion), tbe adjustiaeot of windage ia 
accompUsbed by moTing the rear sight base Id the reeeiTer, as 
neoeasary, and the elevation is adjusted by the height of the front 
sight Made, in order that the above reqniremeDta be met, it is 
advisable to adjust the sights as cJnsely as practicable to the place 
where the carbine Is shooting. To do this, adjust position of rear 
sight in receiver and height of front sight bUde. 




TARGETING REQUIREMENTS: 

A PROPERLY TARGETED CARBINE HELD SO THAT THE TOP 
OF THE FRONT SIGHT BLADE IS CENTERED ON POINT "A” 
WITH REAR SIGHT SET AT ZERO WINDAGE AND 100 YD 
ELEVATION, SHALL SHOOT A GROUP OF FIVE OUT OF SEVEN 
CONSECUTIVE SHOTS WITHIN OR CUTTING THE DOTTED LINE. 

NOTE GRID LINES REPRESENTrNG 1 MINUTE OF ANGLE MAY 

BE ADDED TO TARGET TO FACILITATE MEASLTREMEm. RA Pt) 1 T5220 

JHffure S3. 25-i«rrrf ravffp tdr^fting diagram fur cnrbiri^, cut SO, Ml, MlAl, 

and Iti. 

{2) 111 the e’.eiit that suitable firing ranges are not available, 
the use of a bore sighting method, which has received prior 
approval of Chief of Ordnance, Washington 25, D. C., AT- 
lENTlON: ORDI'M. is required. A satisfactory bore 
sighting scope and the proper method for using it is shown 
in figure 41. The assembly drawing which should be used 
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TARGCTING RCQUIREMENTS: 

A PROPERLY TARGETED CARBINE HELD 50 THAT THE TOP 
OF THE FRONT SIGHT BLADE IS CENTERED ON POINT "A/' 
WITH REAR SIGHT SET AT ZERO WINDAGE AND 100 YD 
ELEVATION, SHALL SHOOT A GROUP OF FIVE OUT OF SEVEN 
CONSECUTIVE SHOTS WITHIN OR CUTTING THE DOITED LINE 



NOTE: GRID LINES REPRESENTING I MINLTTE OF ANGLE MAY 
BE ADDED TO TARGET TO FACILITATE MEASUREMENT. 

RAPD 115221 

Fiffvre ^0 100 jftirti rongc tnr^rtinri ^iaffram for rarbin/'n. roJ. JO Ml. SlIA/, Mi 

Mt. 

in its mflnufactiire is C713S452 (fijrs. 42 and 4^). For local 
fabricalion the foliowin^r parts (or draivings) also are 
iiecessar;y’ : 



8ci-ew 540876 

Pad A32S20 

Prism A362S4 

Objective: A36359 

Holder A37S20 

Wedjre A37321 

Reticle A37950 (Mod) 



Shield A39126 

Diaphragm— A39410 

Screw A39411 

Separator A49894 

Helens A49895 

lens A49896 

Ring A49898 

Cell B16515 

Cell B138015 (Mod) 

Optical qrstem B7138643 

Elbow C44432 (Mod) 




Fiffmre 4J- Method of bore 4 i 0 hi*nfi »cope. 

d. Proof Finng {DEPOT MAINTENANCE ONLY). Each re- 
barreled carbine must be proof fired with one high, pressure test round. 

e. CleanvTijg After Test Firiiyg. 

(1) After all firing tests have been completed, clean all weapons 
as soon as posjible after firing and each day thereafter for 3 
days making a total of 4 consecutiTe days. An alternate 
method of scheduling cleaning operations is as follows : Clean 
all carbines immediately after function firing and at three 
successive times following the first cleaning. All cleanings 
should be separated by an interval of at least 16 hours with a 
time lapse of not more than 72 hours between any two suc- 
cessive deanings. 

(2) Special care should be taken to insure that holt faces, pistons, 
breech end of the receivers, and other parts subjected to burnt 
poTvder residue are thoroughly cleaned. These parts should 
be scrubbed with a bristle brush moistened with rifle-bore 
cleaner. 
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FifNtre^. Bore aiffkiU%9 icope. for car^ne, cal M. 

(3) A single cloning of the bore and chamber of function fired 
weapons using steam or hot water (at not less than 200® F.) 
is acceptable in lieu of the repeated cleaning specified in (1) 
above. l‘he steam or hot water maj be applied by a manu- 
ally directed hose or by machine. After the bore and chamber 
are dried by air blast, scrub the bore and chamber with a 
snug fitting wire brush which has been dipped in rifle-bore 
cleaner and pass dry patches through the bore and chamber 
followed by one patch saturated with rifle-bore cleaner. 

SMtion II. REBUaO ROW CHART AND OPBtATIONS 

ROUTE SHEET 

26. Row Chair 

A flow chart illustrating the sequence of operations-necessary during 
rebuild of the weapon is provided in figure 44. This chart is intended 
for the information of depot maintenance organizations rebuilding 

$6 



OBJEaiVE— A363S? 
ArEtrURE 0.66 










RAPD 130491 
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Figure 4^. iJe6u<W flow chnrt. 
















the weapon by assembly line procedures for lytom to stock. The 
flow chart and the operations route sheet are proyided to assist t-bij 
shop foreman in shop layout, job assi^ments, and setting up for 
rebuilding a quantity of weapons. It contains information on au- 
thorized modifications current at the time of this publication’s prepa- 
lation. Check the listing in the current SR 310-30-4 for any addi- 
tional modification work orders or technical bulletins whkh would 
require addirional set-ups. 

27. Operations Xoute Sheet 

The following information supplements the rebuild flow chart (fig. 
44) , The operations numbers correspond to the numbers on the chart 
Special tools, gages, fixtures, and machines required for an operation 
are indicated opposite the operation. 




TdbU V. OperiUiont RottU Shm for eal. ,S0 CarbiruB Ml, MlAl, Mt, at%d MS 




for the carbines Ml and MlAl. 

. Cheek to aesure that rotary safety is used on all carbines. 

Check to see that new type magazine catch is used. 

. Check to see that latest seiety and magazine catch 
plunger assembly is used. 






TobU V. sAra for cal. .30 Carbine Ml, Ml At, Mt, and Wa-Conlinuod 



Opcr- 

Atkm 

N6, 


Opemfoo 




PlKtuntt 


Tools 


OafM 
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; Inspect operfttlnR slide itrauD 
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a. Inspect for wear and cracks of slide, 

b. Check to assure that new type stop and spring are used, 

c. Inspect slide spring and guide for met, deformation and 

weftr. 

Inspect bolt.. 




-w m 
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«. Inspect for wear, 

b. Check to assure that new unused extractor, spring and 
plunger (new type) are used. 

! c. Check for modified or new type 6ring pin, 

Inspect barrel and receiver 


1 

Vise 


f 

1 






1 

1 

18 ; 

19 

20 


a. Check for looseness and alinement. 

b. Inspect for wear and cracks in receiver. 

c. Inspect barrel and receiver for serviceability, 

d. Inspect gas cylinder group. 

e. Check for obscured serial number, 

/. Check head space. 

Make replacement of parts, and repairs as reouirert 
Refinlsh as required. 

Polish and refinish as reouireri 




i 




7319934 

7319986 

7319938 

7319943 


21 

22 


Inspect 

Ream chamber If necessary and check head apace 


Vise. . 
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n A 


Sandblast for roAfiJshinct if necessarv 






^OIWUO 


Gages as 
above. 


24 

26 


rteoarrcl if necessary and check head 


Vise ... 




7113308 

7160026 


* * * 


Assemble subassemblies 




1 





26 

27 

28 
20 

30 

31 

32 

33 



Assemble subaaaembHee to carbinm. 


\ 

1 


1 

! 

1 


7160995 

or 

5261065 

7161318 

7312068 

7313298 




Inspect... 




r 






Function fire 




1 - . - . 

1 






Do necessary repairing 










operadoDi 96 and 97 Jf rapalr work is parforniad. 

Clean carbine 










Final Inspectioo - - 






• * * 




Record serial number (optional) ....... 




At j k k M A 
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Preserve and pack . 
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Section Ilf. TCIGGER HOUSING GROUP, CARBINES Nil AND 

M1A1 

38* Oisossembly 

a. Refer to FM 23-7 for instructions on the removal a.nd disassembly 
of the trigger housing group. 

&. To facilitate the removal and installation of the trigger spring 
(fig. 45), tool 7160026 (fig. 6) has been devised, to be used as follows: 

(1) Remove the stock from the carbine. 

(2) Insert the tube portion of the trigger spring removing tool 
(fig. 46) in the recess in the rear of the trigger housing con- 
taining the trigger spring; compress and retain the trigger 
spring within the tube of the tool. 

(3) Turn the handle of the tool one-quarter turn counterclock- 
wise. 

(4) Withdraw the tool and spring while pushing the handle of the 
tool slightly to the right. 

29. Inspection 

a. Oeneral. Inspect all parts for damage, excessive wear which 
might cause malfunction, burrs, rust, foreign matter in recesses, de- 
formation, and free action with mating parts. 

Trigger Howtin^ (figs. 45 and 47) . Inspect housing for deforma- 
tion, worn (elongated) or burred pinholes, worn or burred retaining 
lugs, bent trigger guard bow, foreign matter in recesses, burred 
magazine catch guideway, and rust. Some of the fabricated (brazed) 
type of housings were cyanide hardened during manufacture and some 
were not. The pinholes of the earlier ones, which were not hardened, 
are more subject to wear , Inspect the trigger housing group for loose- 
ness, and operation. The group should assemble easily to the receiver 
without apparent looseness or side play. Forward or rearward move- 
ment due to clearance at retaining pin should not exceed approxi- 
mately 0.006 inch by hand test. 

c. T rigger Housing Retaining Pin (fig. 45). Old type of trigger 
housing retaining pin (with springs) must be discarded and replaced 
with new type of retaining pin (fig. 48). (New type pins have no 
spring.) Inspect retaining pin for wear, burrs, and rust. 

d. Hammer ( fig. 45 ) . 

(1) Depot tnainieiuince. Inspect the hammer on a comparator 
where facilities are available ( par. 79) , This applies to ham- 
mers removed from used carbines; in general, new hammers 
removed from stores do not require comparator inspection. 
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CHKJC HOi£$ ^ 
MAS* WfAl Ot 
OUT OF ftOUND 



CHKK MAGAZINE OmOCWATS 
fOA mss AND WEA« 



Hae$ Eoi 
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OUT OF ROUND 
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KW MRS AND WEAR 
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Fifrt 47. Tri$f 9 t MMtaf poimU. 




NEW TYPE 
USE 




4R. rH^tr kp%t*mp 



(R) Fieid or itpci midnUnanct. Where compAnion M not 
AvuUbk ch^ hunmer lot ir<ra pinhole, burred or dentod 
fftco or bolt otm, worn or burred plunger retaining ilot, 
bum« and rust Check to eee that cocking cam ia tn good 
condition and that the comer of the rear notch is not ronitded 
or broken. This comer must be reasonably sharp. Any 
evidence that the near notch has been st<A^ is caoae for 
rejection. Bearing face of sear notch ahouJd be lerel as 
determirted by visual cheek (hg. 49). Iztfpect hammer pin 
for wear and burrs, hammer for looaencAa on pin, and pin 
for looaeneea in trigger housing. Movement of hammer or 
pin d)ould be free, but without shdre. Inspect trigger hous- 
ing, at point of contsct with stop lag or left face of hammer, 
for wear and bum. 

KNe, «erl7 b»mmrr (*37! eS wltU benuaer es&S44t 

of te<eei dceicn iSf. esi. 
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«. Hamm^ Spring and Ptanffer (fi^. 46). IztspMi hAomat spring 
p)uDg«r for dcformteioiu wotr, bom, 4fid ruA. Inspect fit of bMd of 
plunger in slot in rear inen of hamzMr. Head should teat eYttljp aztd 
poeitiTelj in slot. Inspect hammer spring for functioning, defonna* 
tion^andaat. 
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KM4NG FAa CF SM 
NOnCH MUST BE LEVEL 
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U. W M»4 imt kammfri for oor^neg Ml. M3A1, Mi m 4 MS. 



.Vefe. R«pUice earlr teicn bsouBer aprlAcs that bs4 s fm knetb of 2.128 
8 cetls, end wire dUimrtef of 0O« locb with bsamer eprlaf M77W1 ct 
recnc OMign tiiat hu « free l«a«tb of 2.818 loebm, 38.8 coUa. t4id wire dlaoeur 
e(0.0<3 leca (ftf. QO), 
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HAMW e n— Alf8483, 22 CCHU. 
CARLY MAHUFACTUaS— NOT TO U USEO 




KA to )aOAfitA> 



P«#«re S0. ffommer gprUgg — «*rff gmS reemf it tifm. 

f. Tngp<r (figa. 45 and 51). 

(1) Inspect the trigger on a comparator (depot maintenance) 
where facilities are available (par. 77). This applies to trig- 
gers removed from used carbines; in general, new triggers 
removed from storea do not require comparator inspection. 

(fi) Where comparaCon are not available, inspect trigger for 
movement on trigger pin and pin for seating in trigger hous- 
ing. Trigger ^wald rotate freely mi pin but have no shake. 
Pin should fit snugly in housing with a posh fit Inspect 
clearance of trigger Up with guard, and rear of tiigger with 
housing when fully retracted. 

(3) Inspect top of pedestal where sear seats when hammer is 
cocked, for levelnees, wear, and bom, and check to asure 
that the top forward comer of the pedestal is not rounded 
or broken. This comer should be reasonably sharp. Trig- 
gers that are rejected fM* high pedestal (aa determined by 
comparator teal— DEPOT MAINTENAN'CE ONLY) will 
be retained in the shop until a suable quantity has accumu- 
lated, whereupon disposition instructions should be requested 
from Chief of Ordnance, Washington 25, D. C., ATTEN- 
TION : ORDFM. Check trigger spring notch for bom and 
foreign matter. Check forward end of trigger which en- 
gages with safety for deformation and burrs. Check sear 
spring seating recess for foreign matter. 

(4) Test functioning of trigger to determine that trigger re- 
turns smoothly to its forward position with no tendency to 
stick or hang (table IV, p«r 17). 
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$1. 7W#f«p ttMiM. 

and '>*!!?- <^‘^»Prii«ferd.fonn.tion 

r Y""* tperture. Bow «nd ^ring 

^on sbouH be held Bmilj- tn houring epertun bj the f<*» „f 
«rinf •‘■'’"‘d •» “Jightlj Trigger 

epnng mum tnarer to forward postion under idec^ 

tenoon (FIELDMAINTENANCE), «r loequate 

A. Seer (fig. 45 ). 

(I) ^houtrt mr 7161841 oan be ueed in carbine. Ml and MlAl, 
^ araiUble stock should be amseired for carbinee H 2 and 

VAVrli' n'wT*^ ‘ (DEPOT MAINTE- 

^.VCE ONLT) where f«sht« are amilabk, (par. 78). 

Thu applies to sews remored from used carbines; in geoeral 

i"^^on ^ “* cwn^tOT 

(3) mere oompamtors are not asail.ble insp^a ee.n carefully 
T^nott ^Id hare a ‘'fine grind" surface and should hae, 

’“’5 *e sear mrf.ee 

T end should 

W Ost gmund and rh« lower coraar or adga should be share 

Some aeare «O09T8 hare been properly ground at ew* eS 



70 



and aR usabla In this cownection RftRDCe is oasde to 
figure which is correct as far as it goes but is not complata. 

Sean &65S483 with the grind qualitj were manufactured 
without either of these identifying marks and these also 
should be ueed if otherwise serrieeable. The important point 
is to assure that all sears are those on which the nose and 
rear and an properly ground as mentioned abore. Question- 
able sears shonld be retained in the shop until a sisabla 
<)aantitj is aocumulatedi whereupon disposition instructions 
should be requested of Chief of Ordnance, Washington 25, 
D. C., ATTENTION : ORDFM. This doa not mesui that 
all of the sears that can be dstannined oneerTiceable bj risual 
inspecti<A should bs retained. 

(i) Check sear for morament on trigger pin. Sear shonld rotate 
freely about pin and hare backward and forward morement 
due to elongated pinhole but should have no vwticaJ play. 
Check pinhole for excsalve wear. 
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Sear Spnnff (fig. 45). Check sear spring for positive seating in 
trigpr sjid sear, and for functioning, rust, and set. Visually inspect 
during repair. Replace during rebuild. 

j. Safety (figs. 45 and 53) . Check to assure that only the rotary type 
safety 7162080 is used. Modification Work Order ORD B28-W-6 
prescribes the replacement of the old type safety with the new type 
(%■ 53). Test safety for positive positioning. Check for burrs and 
rust and check spring plunger recess and trigger slot for burrs and 
foreign matter. Refer to paragraph ?(1) and (2) below for inspection 
of plunger assembly for magazine catch and safety. 




(NEW TYPE) 5AKTY-ri62080 

USAILE 




CNUGINM MANUFACTURE 



(OlO TYPE) 
SAFETT- 
6Vi0960 



DO NOT USE 




LATER M^UFACnAE 
RA PD 130J16A 



Figure SS. SaffUie*. 

Magasim Catch (figs. 45 and 54). 

(1) Check to assure that magazine catch 7161842 (marked with 
M” underlined) or 7160470 (marked not underlined) 

is used. Although they are interchangeable, stocks of caUdi 
T16i 842 sl.ould be conserved for carbines M2 and M3. Modi- 
fication Work Order OKD B28-W— 4 prescribes replacing the 
old type catch with the new type (fig. 54). 

(2) Test the function of the magazine catch. Check c^h for 
free movement in guideway, deformation, worn or burred 
retainer plunger recess, and worn or burred magazine rettai- 
tion lugs- See that projection on end of catch 7161842 is 
neither bent nor burred. Check magazine catch spring 
plunger for retention on spring, wear, and burrs, and check 



spring for functioning, deformation, and set. See table III, 
for standards on magazine catch spring. When magazine 
catch spring is assembled, last coil of spring is contracted 
slightly and fits into groove in shank of plunger for retention. 







OU> TYPE 
DO NOT Ua 




716M70 
Ml ANDMlAl 







7161842 
M1. M1A1, M2 
AND M3 

RA PO 130496 



Figure 54. Magazine oatoKei. 

1. Phmyer AsSen^y for Magazine Catch and Safety (figs. 45 
and 55). 

(1) Check to assure that new type plunger assembly is used. 
Modification Work Order ORD B28-W--4 replaces the old 
type plunger assembly with the new type (fig. 55). 

(2) Check plungers for wear and the ^ring for functioning, 
defonnation and set. Refer to table III, for inspection in* 
formation. 

Sate. Uee figure 55 only bs a guide and not as a basis for rejectioa. 
Fimetion test of plunger assembly during foucUon firing Is an adequate 
criterioD for acceptance. 

30. Repair and Rebuild (Held or Depot Maintenance) 

a. General. Replace all broken, worn, or otherwise unserviceable 
parts. Remove burrs and rust. Weapons must have all applicable 
modifications, and instructions contained in future technical bulletins 
must be followed. Note that certain components for carbines M2 and 
M3 are not interchangeable with those of the carbines Ml and MlAl, 
although some designed for the former can be used on the latter. 

5. Hammer Fails to Cock, This condition may be due to damaged 
sear, broken scar spring, burrs or foreign matter in sear notch in 
hammer, or failure of bolt to move far enough to the rear on recoil 
movement to cock hammer. Examine parts; clean and replace if 
necessaty. 
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PIWGER, MAGAZINE CATCH «TAJNE« WmUNGER. 

SAfETY, ASSY- 714IM7Z 



MW me 





ttUNGH. MAGAZINE CATCH KTAtt>ei W/ElliNGEt 

SAFETY, AS5Y-4M76M 



ou> Tm 



RA PD 1 1SSS7D 



55. Plunger uMembhet for mogaoime oo«(A 9$U *nfetw. 



c. Correcting Trigger Pidl, 

(1) A light or heavy trigger pull may be caused by foreign 
matter or burrs in the sear notch in the hammer^ on tin nose 
of the sear, on the top of rear end lip of trigger whrae the 
rear endof sear rests, or in the eloaigated pivot hole in the sear. 
Such burrs or for^gn matter will prevent nose of the sear 
from seating fully in hammer notch. To correct, remove 
foreign matter or replace with new components fr^ stock 
(par. 29d, /, and h ) . 

(2) A l^ht pull may also be due to a weak or broken sear qjring 
whi(^ will not seat the sear fully in the hammer notch before 
the pressure from hammer spring is applied to the nose of 
sear through the hammer. Correct by replacing sear ap riug 

(3) Uneven surface of hammer notch or worn nose of sear may 
alter trigger pull. Correct by replacing sear or hamxn^. 

d. Trigger H ang. Triggers of early manufacture had a 4- or 8-de- 
gree an^e on the forward face of the pedestal which was conducive 
to tri^r hang. TOen trigger hang exists, and it is not due to mal- 
function of the trigger spring, it can be eliminated by replacing the 
trigger with one of recent manufacture having an an^e of 20“ on the 
forward face of the pedestal (fig. 51), Surface must be smooth. 
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e. Trigger Housing Loom on Rocowtr. 

(1) If T-shaped lug on rear end of trigger hoosiog becomes 
worn BO it becomes a loose fit in retaining L-^aped lugs on 
rear end of reoriver, peesi li^Uy to spread lug, then file to 
fit. The trigger houring must be readily dissassunbled from 
receiver. 

(2) The forward lugs of trigger housing may be similarly treated 
to attain close fit 

Cautionm Do not peen or sc[aeeze in the lugs on the re- 
ceiver as they are hardened. Any attempt at tightening 
should be done by peening of trigger housing lugs when 
necessary. 

/. Safetg Sticiis, If the safety sticks when turned the 90“, the 
safety q)ring plunger is burred or missing or the plungN* seats in the 
safety are burred or too deep. Stime the safety for proper retenti<m 
of the plunger or replace with now safety. Replace plunger or spring 
as required. 

31. Atsen^ly 

0 . Refer to FM 23-7 for instructions on the assembly of the triggitf 
bousing group. 

A Using trigger spring removing tool 7160026 (fig. 46) replace the 
trigger spring by reversing the procedure of removal (par 2B6). 
When the spring is in positiem in the retaining groove of the trigger, 
duress the trigger and withdraw the tool from the housing. Install 
the stock on the carbine. 



32. Functional Chock 

A. Cock hammer and check seating and positive retention to limit 
of sear nose in hammer notch. Continue to retract hammer rearward 
and observe forward movement of sear to maintain retention. Sear 
should continue to contact hammer throughout movement Pull trig- 
ger; sear should release hammer crisply. Release trigger. It should 
move positively to forward position under force of trigger spring and 
be held there firmly and without shake even when sear is not assem- 
bled. When trigger is in forward position and hammer cocked, the 
sear should rest upon or above top of rear pedestal of trigger. 

d. Check trigger pull. See paragraph 15A for instructions on the 
checking of the trigger pull. 

c. Check to assure that hammer and sear reenga^ when trigger is 
pulled back far enough to cause perceptible nwvement of hammer and 
then released. 

d. Check to assure that trigger guard is not bent and does not inter- 
with functioning of trigger. 
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e. Check to assnre that safety functions properly- It should block 
the trigger when set on safe (Ung vertical) and permit release of the 
hammer when the tang of the safety is pointing to the rear. 

f. Check functioning of the magazine catch to assure that it operates 
properly and does not bind. In^«ct each assembly to assure that the 
magazihe catch can be pushed rearward in its ways in the trigger 
housing, and that the safety plunger spring is strong enough to return 
it firmly to the forward position. Check each safe^ by rotating it to 
both positions to assure that the retention effect of the spring is suf- 
ficiently strong to hold it firmly in the position desired. It shall be 
determined that the forward pressure on the magazine will not pre- 
vent proper sidewise travel of the catch, 

g. With trigger housing group assembled to the receiver, check to 
^ure against looseness which would affect functioning, lie retain- 
ing pin must fit tightly enough to remain in position yet permit ready 
disassembly by hand. The trigger housing group must be readily 
Hisassembled from the receive. 



SMtionIV. TRJGGBt HOUSING GROUP, CARBINES M2 AND M3 

33. Disassembly (Field or Depot Maintemmcel 

a. To remove the trigger housing group the disconnects* lever must 

first be removed, as the disconnector lever pin locks the housing to the 
receiver, 

b. To renKive the disconnector lever, move the selector to its rear- 
ward position and push the selector spring up the slot in the housing 
magazine post to the dismounting notch and withdraw, using a drift 
or the operating slide spring guide. Slide the selector off the discon- 
nector lever pin. The disconnector lever can then be withdrawn and 
the trigger housing separated from the receiver. 

c. The disassembly of the trigger housing group is the same os for 
the carbines Ml and MlAl (par. 2S). 

d. To reduce loss of diacoimectar spring plunger assembly when 

removing trigger housing group from barrel and receiver assembly of 

M2 and M3 carbines, MWO ORD B28-W7 prescribes the following 
changes^ 



PtrtNo Jttn 

7162790 Spring, iliscoimMtor phinger 

7162781 Plunger, disconnector. 



(The above items are components of) : 



Spring 7161836. 
Plunger 7l6l$35. 



7162782 



Plunger, diaconnector spring. Plunger, way 7161834. 
assembly. 
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3-X 



1 



2 1 



A -TRIGGER 6200988 
a -SEAR 7161841 
C-PIN. TRIGGER - 5196453 
D -SPRING. TRIGGER 5196459 
E- SPRING, HAMA^ER 5377921 
F- PLUNGER, HAMMER SPRING 6200981 
G - HAMMER - 7161340 

H-PIUNGER. disconnector. ASSV- 7162782 
T-PlUNGtR 7162781 
2 - SPRING - 716273D 

J -- DISCONNECTOR 7161837 

K - PIN, hammer - 5196449 

t- SPRING SEIECTOR 7161839 

M - SELECTOR 7 16 1 838 

N -HOUSING. TRIGGER -7161828 

P - Plunger, magazine catch ano 

SAFETY. ASSY 7160472 

1 - PLUNGER - 5152983 
7 SPRING 7J60471 



T - 



- lEVER. DISCONNECTOR Ni? 
ASSV 7161330 
1 -- PIN 7161631 
3 - RIVET - 7161833 
3 lEVFR - 7161B37 

PLUNGER. MAGAZINE 
CATCH, ASSY 6U7695 

1 - SPRING 5196468 

2 - PLUNGER 5196434 

CATCH, MAGAZINE -7161842 
SAFETY 7162030 
SPRING. SEAR 5377934 

RA PD 130477A 



Fiffure 56. Trigger housing group — carbines MS and 4f3. 



34. Inspection 

a. Oeneral. Inspect all parts for damage, excessive wear which 
might cause malfunction, burrs, rust, foreign matter in recesses, defor- 
mation, and free action with mating parts. Reference is made below 



23843B O — S3 
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to paragraphs in the preceding section, for inspection of correspond- 
ing components of the trigger housing group. 

b. Trigger Sousing (fig. 56 ) . See paragraph 295 for inspection of 
the trigger housing. Also inspect the selector spring retejition slot 
in left magazine post for foreign matter and positive spring seating 
so that spring will not turn when assembled. 

c. Hammer ( fig. 56) . See paragraph for inspection of the ham- 
mer. Also inspect milled cut on lower right sight of hammer, which 
allows clearance for disconnector, for buns and wear (fig. 49). 

d. Spring and Plunger (fig. 56). See paragraph 29e for 
inspection of the hammer spring and plunger, 

e. Trigger (fig. 56). See paragraph 29/ for inspection of the 
trigger, 

/. Trigger Spring ( fig. 56) . See paragraph 29^ for inspection of 
the trigger spring. 

g. Sear (fig. 56). See paragraph 29A for inspectirai of the sear. 
Also inspect top front portion (camming surface for disconnector) 
for burrs and wear. 

A Se^trSprtng (fig, 66). Check sear spring for positive seating in 
trigger and gear. Check for functi<ming, rust, and set. Visually 
inspect during repair. Replace during rebuild. 

L Si^ety (fig. 56). See paragraph 29; for inspection of the safety. 

Magazine Oatck (fig. 56). See paragraph 29A for inspection of 
the magazine catch. 

A Disconnector (fig. 56), See that bearing slot in front end of dis- 
connector is free from foreign matter and burrs and is lightly lubri- 
cated. ^ that disconnector spring is not weak, rusted, or broken, 
that spring well is free of foreign matter, and that plunger is free of 
burrs. Lubricate plunger occasionally. Expanded end of coil of 

sprmg ^ould seat in plunger for retention. Check rear end of dis- 
connector for burrs and wear. 

/. Disconnector Lever Assembly (fig. 56). Examine the rivet of the 
disconnector lever a^mbly which pivots the lever in the flat crank 
shap^ end of the pin, to determine that the rivet is secure, that the 
hole in the crank of the pin is not enlarged, that this pivot is free from 
burrs, and is not worn. See that lever is not distorted or twisted oti 
rivet, that it is free to rotate on the rivet and that ends are free from 
burrs and wear. Offset in rear section of lever is for alinement with 
disconnector and should not be straightened. Be sure toe (front end) 
of lever bears squarely on cam on operating slide and is (slide re- 
tracted) under raised boss when lever is fully seated in the housing 
^ that holes in trigger housing for pin of disconnector lever assem- 
bly are not enlarged. R«ir end should not bind in cam of disconnector 
when assanbled. Examine pin of disconnector lever assembly to see 
that pivot areas are free from burrs and not worn. Keep pivots lightly 
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lubricated. If the pin is rotated by the selector so as to permit inade- 
quate positioning of lever in full automatic fire, inspect the straddle 
cids in pin which engage the selector. They must be free from burrs, 
must retain selector firmly, and must not be worn so as to cause lost 
moticm. 

m. Selector and Spring (fig. 56). See that disconnector pin slot in 
seltotor is not worn so it will cause lost motion or impair security. See 
that spring recess in rear end is free from foreign matter and will 
retain spring securely. See that selector spring is bent in only one 
plane (not twisted) and both ends seat securely in their retentiim 
recesses. If spring is loose when assembled, straighten slightly. 

35. Repair and RebuikI 

The repair and rebuild of the trigger housing group is essentially 
the same as for carbines Ml and MIAI. See paragraph 30. 



36. AsMifibly 

а. The assembly of the trigger, trigger spring, sear and sear spring 
is the same as for the carbines Ml and MlAl (par. 31). Use sear 
7161841 (par. 29A(1)) and magazine catch 71618^ (par. 29&(1)) 
(marked with underlined letter “M” on all carbines M2 and M3. To 
assemble the disconnector and hammer, place the disconnector in 
trigger housing so that the lug projects over the right side of the hous- 
ing. Insert the hammer on the left of the disconnector so that its 
milled lower cut presses against the flat portion of the disconnector. 
Insert the hammer pin from the left side and through the hole in the 
hammer, line up the hole in the disconnector and push the pin through 
the hole in the other side of the housing. With the pin head on the 
left side, tlie pin i.s prevented from ^^ifting when the carbine is 
assembled. 

б. Insert disconnector spring plunger assembly into the hole in the 
top of the disconnector, spring first. Use disconnector spring plunger 
assembly 7162782 on all carbines M2 and M3. Line up the tri^er 
housing with the receiver and insert the disconnector lever pin from 
the right side with the long leg of the lever towards the front. The 
rear toe of the lever should rest on the bottom surface of the project- 
ing lug of the disconnector. Slide the slot of the selector through the 
grooves of the projecting portion of the disconnector lever pin. Pivot 
the selector to the rear position and it^rt straight end of the selector 
spring into the recess in the lower rear end of the selector; with the 
loop of the spring downward insert the loop end into the slot in hous- 
ing magazine left post mounting slot and down to the bottom of the 
post. 





37. FuncMonof Check 

a. For functionul chpck of the trigger housing, hamnner, trigger, 
sear, magazine catch, and trigger ptdl, see paragraph B2, 

Set for semiautomatic fire. Squeeze the trigger, cock the ham- 
mer, and forcibly strike the grip of the stock with the heel of the hand 
several times. If the hammer falls, tlie group is not acceptable because 
it will tend to fire in an uncontrolled manner. 

c. With the trigger liousing assembled to the receiver, check func- 
tionmgof all moving parts at full and seimiautomatic settings. 

d. Check to assure that there is no binding between hammer, dis- 
connector, and housing. 

c. When the eaibine MS is set for automatic fire with the trigger 
(udled back, the hammer must fall when the operating slide is slowly 
piished all the way forward. When set for semiautomatic fire, the 
toe of the disconnector lever should clear the earn on the operating 
slide to assure that the hammer will not be released. 

/. Clietk trigger pull (par, 15A). 

Section V. OPERATING SLIDE ASSEMBLY 

38. Disassembly 

Kefer to FM 23-7 for instructions on removal from carbine and 
tliSiisscmbly of the operating slide assembly. 

h. Before the operating slide on the carbines M2 and M3 can be 
removed, the <lisconnector lever must be removed first. 

39. Inspection 

cr. Operafmg Slide (fig. o7). Check slide for bent or cracked rear 
Kar, deformation, excessively worn guide lugs, burrs, and corrosion. 
Inspect bolt camming lug recess for wear and burrs. Inspect spring 
gntide seating recess in rear face for wear, burrs, and foreign matter. 
Inspect front face of slide where it contacts pLston for levelness. 

I neveness at this point may cause malfunction. Check camming sur- 
faces foi burrs and wear (fig, r»S). Inspect the operating slide under 
“black light for crocks in the areas specified below (DEPOT 
MAIXTfilXAM E OXLY), Kcject slides having cracks around the 
operatmgeam, at the junction of the inertia bl(K‘k and arm, and around 
the disconnector lever cam on M2 tyiie slide 7161843. Check visually 
!ind reject ojierating slides showing breaks around the hole for the 
oiK'rating slide stop. Cracks at this point are acceptable. Use oper- 
ating slide .>3u7l.->l (usable) or operating slide T1600S1 (preferred) 
on carbines Ml and MlAl until the supply is exhausted, then use 
^61843 (fig. 58). Until the supply of the two former slides is 

exhausted, conserve o|>erating slides 7161843 for use on carbines M2 
and if3. 
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b. Operating Siids Stop and Slop Spring ( fig. 57) . 

(1) For <tepot mftin(cDAnc«. thtck Ut nmin that $top 7312452 
iDd spring 7112453 tn uamL For fi^ld mAintoaance, oW typ^ 
U «tirf4cti)ry if it fgDC(i«» prt^wly. 

(8) Inspect stop for ww end hum, loownees in opemtingnlide, 
Md nai, In^ject Oop spring for functioning, Inck of fric- 
tion with Wop, end for set. Inspect spring for fcpreign 
mntter. 

0 . Openling Slid* Spring (fig. 74 ) . Inspect opereting slide spring 
for set, broken ciMk, ind diwortioo. Refer to TB ORD M for 
(^wnting slide spring sUnderds. 

d. OperaUngSUd^-tprin^Ontdo {fig- 74), In^wctcfwratiRg slide 
^nng guide for deformstion, bum worn or barred nose, snd nist. 
^snk of guide should be Wrught. Note of guide should he free 
from burrs Co inwire ^tire Mting in its recess in mr fsce of operst- 
mg slide. T^th spring ss^mbled to guide, insert in hwising, or in 
housing tube in esriy type rwirers, snd hsnd opersle to teet freedom 
of morement 

6. Slids Spring Housing (eorfy type rocrirm). Inspect inride 
snd wt«de of opmtln^ slide spring housing for dents, splits, rust, 
snd foreign mstter. Inspect spring reuiner for loosences in tube snd 
powtionmg lug on ret miner for burrs snd wesr. Some tubes hs»e s 
pressed out lag on the side snd i slot in the reeir. This lug tests in 
the opersting slide dismounting slot in the receirer {limited design) 
snd the resr slot mstes with s smslt projecting lug in the resr end of 
the housing tube bed groove in the receiver- The lug should not be 
bent or burred, snd the edges of riot should be clesn. If lug is dsm- 
sged or missing, repJice the tube wuh s new one. 

Koie. Do not u»e theor eerly trpt recHvm In rteolld. 

40. Ropeir ond Rebuild (Field or Depot Maintenonce) 

a. In the «rly type roceiver which eontsin* the opersting slide 
^ring tube, if the reisiner in the resr end of the tube becomes looee, 
tighten It by cimping tube in with cold chisel. If loo looee to be 
Mlj listened, replsce the bousing astetnbly. Bepsir snd rebuild 
of the opersting slide s»«nbly consiWs of wplsring worn, dsmsged 
psrts snd elimination of burr?, etc. 

>. It i*«dyisia>lf to driH t Vi,-infh hol« through tbt w end of the 
leceiver into U» operefing elide spring hole for the purpose of hiTim- 
Boodcimiletion of phosphiUing solution end preserretiYe rompounde, 

41. Assembly 

Refer to FM 23-7 for instructiotw on the sstembly of the wxcsting 
slide sssejnbly. v, 
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42, Fimctionof Check 



a, CH^k slide to assure that the operating slide stop, spring, and 
pin {shde 5557151) have been assembled. Check the functioning of 
the stop by hand to assure that the spring exerts sufficient pressure on 

the stop to retain It firmly. 

slide assembled to barrel, receiver, and bolt, and 
Without slide spring and gmde assembled, manually operate slide and 
Check for smoothness of operation of bolt and sUde. Inspect slide for 
excessive looseness in giiideways of barrel and receiver. Inspect bolt 
camming for retention with bolt cam lug, and operating slide 
rear guide lug for retention with guideway in receiver. It should not 
be ^sible to disengage slide from guideway in receiver. A slight 
puli out ^d up at rear end of guideway should disengage slide ^om 
receiver, but not from bolt cam lug. This should not be possible, with 
out undue force, until barrel guide lugs on slide are alined with relief 
cut m left barrel gmdeway and slide is rotated. If slide can be dis- 
enga^ otherwise, rear bar is bent or guide lugs are excessively worn 
c. With operating spring and guide installed, test function of oper- 
ating slide stop. When bolt is fully retracted and stop pressed Tto 
Its retaining grwve, it should positively “hang- slide and bolt in that 
posiUon, If slide does not remain in rearward position, the stop 
and/or retaining groovy are worn or stop friction spring is missing, 
breken, or set. Stop should be cammed out of groove and lie 
wito bottom surface of slide when bolt is retracted. Friction pressure 
of spring should be sufficient to hold stop positively in retracted 
^tion notwitaanding jar of bolt at end of rearward movement 
(btops of early design were spring retracted when slide was moved 

slightly to rear to relieve friction between stop and face of notch in 
receiver.) 

d Chwk to assure that the operating slide can be drawn all the wav 

back to its stop against the receiver without binding. 

SecHon VI. BOLT ^K>UP (fig. 59) 

43. Disassembly {Field or Depot Maintenonc^! 

ft Eefcr to FM 23-7 for instructions on removaJ from carbine of the 
bolt assembly. 

di^mbling tool 7313298 (fig. 6) to the bolt 
^g. 60) with the unslotted Ung of the tool pawl resting under the 
bevel of the extractor plunger. (Bolt disassembling tool 7313298 is 
supplied to organizational personnel and to ordnance field and depot 
maintenance personnel.) WT^ile pressing down on the unslotted tang 
of the tool pawl to make certain that it stays under the bevel of t^ 
extractor plunger, turn the thumb screw until the extractor plunger is 
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depressed making it possible to remove the extractor by forcing it out 
through the hole in the tool. 

Cttution: If the tang of the tool pawl is not kept under the bevel 
of the extractor plunger, it will come in contact with the straight 
portion of the plunger shaft and continued pressure of the thumb 
screw will cause the tong of the tool pawl to snap. 

<?, Bemove tool slowly keeping finger over tang and plunger to 
keep plunger from popping out and disassemble bolt, 

f/ote. Any effort to “punch out’* the extractor withont depressing the extractor 
jUunger wilt shear off the plunger or the extractor retaining lip. The plunger 
mnsC he depressed before the plunger is “punched out.” 




Figure 59. Bolt astemblj/. 



44. Inspecnon 

a. Inspect bolt for cracks (under “black light” in depot mainte- 
nance), paying particular attention to the area around the right hand 
locking lug. Bolts having cracks must be rejected. 

5. Clieck to assure that bolt is free from burrs and excessive wear 
especially around the hammer cam at the rear. Bolts with badly 
galled or noticeably worn cams must be rejected. Inspect firing pin 
tang slot for wear and burrs. 
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f. Insp^ th. firiiig pinhole at /«, of boh. Th« comer shoold be 
rr©e rr^ bum, but not rounded or cfcnmferod. 

d. Vieuallj inapert to usure that th«* are no burred edges at the 
two CATDS on tlie o|»rmting lag. 

rebus’*'*" 



rJi-lf ‘yp* tiouh or modified retaininf 

ind di^joerf of during rebuild. U« only new 
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^ V.euaUy ina^ the ejector aaaembly for worn, deformed, or 
^en^spnng and for condition of ejector. Function test ejector 
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n^nre 4t. BcH oM ftnm^ r<*«- 




UUSU 




USAIU 



RAPO }W2i 



rvuft fA pin fmfTf. 

k. Cbpck BasembM bolt to insure that eiirtctor fdiMik does not pro* 
trode beyond body of bolt. 

I Kepeir end rebuild of the bolt group consists of replncing worn 
or dAituged pern. Bolt fscea snd other p«rts subject^ to burned 
powder residues must be thoroughly duned. Scrub theete putts with 
t bristle brush tnoisteoed with rifle*bors clesner. 
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45. Assembly 

a. tn,sm ejjctor and ojeetor spring so that recess in ejector when 

r;?;. •' “ ■" 

extractor sprang and plunger. Position the plunger so 

t««l 7S13298 on bolt (fig. 60) so that 
™ extractor plunger {The bolt ills 

:z ;i,7aUTt " 

of tool untiiXt"^ \ 

<lepressed into bolt by the tool the ejector is 

d- Insert firing pin and extractor and remove tool. 

46. Functional Check 

turn forcibiff"™ a»d^ector. Ejector should re- 
should not extend bevond front lin'of bnhh^ depressed, it 

interference with ft;dmg ‘ 

Section VII. FRONT SIGHT ASSEMBLV 

47. Disossembfy (Depot Maintenance Only) 

sight ke.v is rfated .t the rear end" n L t ^ 

the h|h„t ,„|i,, ,„X, i,“" t JS3 " 

6r Remove the front sight as follows : 

(1) Mrith tue barrel and receivAr i»i * w. j • 

tight, nsig r.tih "s. "' “ - 
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Fiifure €3. Removing fi-ont iight. 



46. Inspection 

a. Check sight to see that it is tight on the barrel and free from 
malformation and burrs, and to assure that the barrel has been staked 
at the rear end of the front sight keyway. In any staking at this 
I>oint, caution must be exercised to avoid distortion of the base. It is 
required that the front sight be tapped forward on the barrel to take 
up any clearance betiveen the key, keyway, pin, and sight and that the 
metal of the barrel at the end of the keyway be upset against the key 
to secure the sight in this position. 

b. Check to assure that staking of the front sight key way and the 
application of the proofmark have not distorted the bore. 

c. Check to assure that the ring portion of the front band surrounds 
the barrel with spring tension. 

d. Check crimping of front sight; it must be crimped at each end 
of the pinhole to prevent the pin from coming out. 

c* Inspect wings; any deformation due to installation of sight on 
barrel or otherwise is cause for rejection. 

/. Check height of blade; it must be not less than 0.140 inch, meas- 
ured from the base of the blade. This is necessary for a good sight 
picture. In actual practice, it has been found necessary to maintain 
a height of approximately 0.315 inch in order to target by bore sight- 

Sights, not conforming to this 0J)15-inch dimension, will be 
i^tained for reworking. 

The height of the blade is adjusted by depot maintenance so that 
the carbine will meet the targeting requirements defined in paragraph 
This is done by filing down the blade. The blade contains suf- 
ficient stock to adjust height during targeting. 
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A- Insp^ the top of U»69 ; it moat be equtn &nd eoeted with Magic 
Blue for umiUr uubstance) to {wewent gloaa and preoerre the surface. 

49. Ropoir and Rebuild 

LooMeaB of the front sight on the barrel is ususllj censed bj a loose 
ky ’'hich is inadequately staked. The key can be tightened by Up- 
ping it forward agiinst the front end of the key way and then staking 
the rear end of the keyway firmly against the rear etui of the ^ 
Care tmm be taken not to distort the base. If the key hi« aide more* 
menl, replace the key or, field maintenanee may pe«n the key lirtUy if 
a new key is not available. 




rrr. fiont sight 

5*«*43 



^ lOOL AsseMUpsc 
FRONT SIGHT- 
Fuiaia 



KfrWAY 



rifure A mtrn^ jrwt 9t§n r 

SO. Assembly 

Caution: The front band must be assembled on the barrel before 
the front sight is assembled. 

Place frcHit eight key in keyvay iu top of barrel at muasle with pin 
notch facing up. Tap key suugly toward front end of key way and 
sUke metal of sight over both ends of pin to hold it in poaiticm. 
Slide fnmt sight on barrel with sloping faces of wings to rear. T^sing 
front siglit aK«mbling tool 7161313 (fig. 7) mate key way and key in 
barrel (fig. &4) and drive aigkt on Urre) (fig. 65) until pinhole in 
aiglits is in alinement with pin notch in key. Install front ai^t pin 
and stake metal of sight over hoib ends of pin to hold it in posiikm. 
Drive sight forward and stake barrel against rear end of key. 

It pfoetleabM. tb* freot tUSit wUl be bppc lastH wlUi ike barrel aad 
leeeiT^r aaeeatbtr froca wbkb It was reswred. 
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^•^ere $S. /aataBHie freai HeM, 



Soctlon VIII. REAR SIOHT ASSEMRIY 

51. Conafvl 

Oarbinee of earjy manufacture were equipped with an type 
(leaf type) rear sight (fig. 66) composed of two integrmJ leaves set 
at right aziglee to each other. By Modification Work Order OED 
B56-W*3 thia sight is repUced by the adjosUUe rear sight. All car- 
bines of later maoufreture are equipped with adjuatable rear 
6673555 or 7160060 (fig. 67), which differ only in method of manu- 
facture. Si^t 6573555 is a mmrhin^d type, and eight 7160060 is a 
ftampsd type. The function and operation of both aigbia are 
idcDtical. 

52. Oiaoaswfnbty (Pltld Maintononcwl 

а. Scribe a mark on the receiver directly opposite line on sight base 
fiH* sight asMmbly 6573555 (machined type) and in the receiver 
directly opposite mark on aero sight plate for sight aaaeDibly 7160060 
(stamped . Thia ia oeceeaary fv proper alinement ui aasembly. 

б. Place adjuaUble rear si^t aasembling tool 7312066 (fig. 9) on 
the receiver with the lip of the tool riding on the operating slide 
guide way in the receiver. If the eight is of the stamp^ type, ioaert 
9%cer (fig. 65) (hanging at end of chain on tool) in place to prevent 
distortion of sight base wings. With the right hand jack screw 
retracted to the extreme position and out of the way, slide the tool 
over the ^ht (fig. 68) . 
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l£AF TYPf— S2I2605 



MWO B2S-W3 

REPIACE LEAF 
TYPE REAR SIGHTS 



RA PD 6P791B 



Ftpure 69. L-tppe {leaf tppe^ rear Hpht asMemblp. 



c Push ^id* of tool (sliding member to which chain is attached!, 
so^at inside end rests on side wing of sight base, fit recess of con- 
nector orer outside end of guide and tighten left hand jack screw. 
As pretaure IS applied, tap connector with a brass hammer and take 
up sUck with jack screw until sight is removed. 



53. Inspection 

sides of base will not be bent 
or distorted ; damage of this nature may be caused by assembling 

and disassembling. Cheek ramp for worn or burred goideways and 

index ball retention notches on the floor of the sight ramp 

^ Check windap screw for wear of threads, burrs, security and 
staking, and check windage screw knob for worn knurling. The 
windaj kn^ must be free enough for hand operation, move with 

ae ramp to extreme limit on either side without objectionable binding. 
With ramp centered in sight base, press windage knob to left and 
releare to test spring action of index ball on knob. There should b-> 
merely lateral morement of the knob due to pressure and index spring 




SUDE, APEftTURE . 631)048 




2asm 0—53 T 




Figure €B. Removing adju*toh\e rear tight. 

action. When released, there sliould be clearance between inner face 
of knob and sijrht base. 

c. With ramp centered in sight base, attempt to move lower end 
of ramp from side to side. There should be practically no lateral 
movement. If movement is present, it indicates worn threads on 
either windage screw, ramp, or both. Press rear end of ramp down 
and release to check spring action of ramp guide plunger. 

d. Move aperture slide up and down full length of ramp. Slide 
should move freely but with distinct clicks and be positively retained 
ateach sight setting. The slide should be stopped at the front (lower) 
end of the ramp and at the rear (top), Tliere should be no undue 
looseness of the aperture slide in the ramp guideways. Inspect peep 
hole for absence of shine and foreign matter. 

^ the stamped type sight, the index plate should be so posi- 
tioned that the index line is in the approximate center of the base. 
(Jm other words, the index plate must not be rotated to one side or the 
other on its pivot because the full range of adjustment of the plate is 
intended for the user of the weapon.) The rivet should be tight 
enough to retain the plate firmly in its set position. 

/- On the machined type sight, the index plate should be positioned 
approximately in the oent&r of the ramp and the screw must be tighi 
enough to retain the plate firmly in that position. 

g. After targeting (DEPOT MAINTENANCE ONLY) and ad- 

J^ttstment of the rear sight on the receiver, check to assure that the over- 
hang of the rear sight base does not exceed the following limits- 
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(1) The right-hand side of the sight base should not be pushed 
to the left beyond the point where it is Hush with the side 
of the dovetail on the receiver. 

(2) The sight should be poshed onto the receiver far enough so 
that the left-hand side of the base is flush or beyond the left- 
hand side of the dovetail on the receiver. 

h. After targeting, check to assure that the receiver is staked to re- 
tain the rear sight firmly in place* 

54. Repair and Rebuild 

a. Repmr, As the adjustable rear sight is replaceable only as an 
assembly, no replacement spare parts are fumi^ed for field repair. 
Check machined tyj>e sight for loose or missing index plate and screw. 
The saght should be kept clean and lightly oiled to prevent rusting 
and insure proper operation. 

b. Refinishijig . To remove corrosion from the rear sight assembly 
without removing it from the barrel and receiver assembly, proceed as 
follows : 

( 1 ) Sand blast the adjustable rear sight assembly, when neces- 
sary, using fine grit and a controlled air pressure. 

( 2 ) Blow accumulated grit and du^ from the assembly with 
compressed air having a moisture filter. 

(3) Phosphate finish the assembly. 

(4) After finishing, thoroughly rinse, dry, and oil the assembly 
with water displacing oil* 

(5) Test rear sight ramp to determine that it traverses completely 
to left and right without binding* 

( 6) Test aperture and it must move freely up and down the ramp 
under normal finger pressure. 

c. Cleaning, Thought is cleaned best with a small brush and clean 
cloths. Remove light rust with preservative lubricating oil. Use 
crocus cloth for removal of heavy rust, but since its use produces shine, 
exercise caution. When cleaning, move ramp and aperture slide in 
order to clean thoroughly under them. 

d. OUing. Immediately after cleaning, apply a light film of pre- 
servative lubricating oil to all exposed metal surfaces to prevent rust- 
ing* Excess oil will collect foreign matter, which will clog the sight 
and cause excessive wear. A small drop of oil on index balls and ramp 
guide plunger will lubricate and preserve these parts and their compo- 
nent springs* Such oiling is best done with the dropper of the oiler, 
or a broom straw dipped in oil. Wipe off excess oil. 

"Saie. When cleaning the carbine, apply a amall drop of oil to the aperture 
slide gtiideways in the raonp, tbe threads of the windage screw, the Index balls, 
and ramp guide plonger. Use preservative hibiicatlng oil {medium) above 
+32* F. and in hamld climates, and preservative lubricating oil t special) below 
+32* F. 
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■«. Lot>&e Sight Ba^. If the si^t base becomes loose in the receiver 
tighten it by restaking the receiver into either of the two notches in 
the dovetail base of ^e sight. If base has shifted, it should be realined 
and restaked. If sight has been staked properly, it can be restaked 
in the same place. If necessary to restake at other tlian the previous 
points of stacking, fiie new indents in sight base and stake receiver 
opposite the new indents. Make certain that points of staking are 
cne-sixteenth of an inch from edges of dovetail slot and directly op- 
posite the indents. If staking fixture does not line up with indents 
in sight base, perform staking free-handed as outlined above. 

55. Assembly (Field Maintenance) 

^ Press new rear sight into right side of dovetail by hand, 
o. Center the aperture ramp on the sight base. 

e. If stamped type sight is being placed on receiver, place spacer 

atUched to assembling tool 7312068 in place for reinforcing the side 
wings of sight (fig. 69). 

d. Place assembling tool on receiver with lip of assembling tool 
engaging operating slide guideway in receiver. 

e. Move as.sembling tool to rear until dovetail guide (sliding mem- 
ber) on tool will enter dovetail slot in receiver. 

/. Tighten right jack screw by hand until block of jack screw is 
against the side of sight. 




Fxg^e 63 . Rear Hffht agtemblinff tool wHth Mpaeer. 
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g. Insert torque wrench 41-W-^628-85 (fig. 8), and move the eight 
Into the dovetail slot (fig. 70). Wrench should show an apphed 
torque reading of between 18 and 54 inch-pounds. If the reading is 
not within the above limits, remove sight and proceed as follows : 




Figure 10. Moving rear eight m place wttft ionine wrench. 



(1) If reading is below 18 inch-pounds indent the area in front 
of the dovetail slot. This can first be done by using punch 
7312234 (fig. 73) and rapping punch with a hammer. Un- 
dertake this operation with extreme caution. A blow only 
hard enough to cause a flow of mdal into the dovetail slot is 
necessary. 

(2) If reading is above 54 inch-pounds, file the bottom of the 
sight base as shown in figure 72. Do not attempt to file the 
edges of the sight base and under no circumstances should tlw 
receiver be filed. 

Caation: Reading on torque wrench should be taken during move- 
of the wrench, as reading taken when starting the wrench will 
be high, due to starting torque in moving jack screw. Esercise great 
during the procedure outlined in g above, as the dovetail base 
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of the Bffht u h4rden«d w w«ll m the doTCUil ek>t in the nadyr 
Itecnw of this, It is neceaasfy that the load iiaita as pnaoibad and 
M indicatad on ^ torque wrench, be rigidly mainUinod- If too 
gmt t pressure is exerted in the placement of the sight, the receiver 
»ill creek or bredt^ and if too light a premre It 
exerted, fl^ sight will work loose under the shock of firi^. 

A. Contkueopersti<mabore until *ere line on right bare (machined 

type sjghO or are right plate (stamped type sight) is alined with 
scribe tuarkon rear of receiver. 





nfUft 15. /frnr gffkt it^/sing 
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*. ItemoTe the tool from the receiver. 
j. Screw ramp of sight to extreme left. 
h. Stake rear sight in place. 

operation Is extremely friticttl and success of this 
o^ration will depend largely upon the skill and judgment of the operator 

fhon ^ ^ illostrations regardinc the proper ti.De of staking oper- 

(fig. 73). Bear m mind that the sharp upper edges of the doTeUil slot 
o^he receirer are easily chipped or cracked, and such damage wlU ultimately 

71^ “ «»seiTiceab]e weapon. Many prohJems will arise which will have 

to he solved by the individual mechanic; a few of these problems and their 
remedies are listed in fl) and (2) below. 

(1) Indents on sight base dovetail maj be horizontaUy misalined 

with rtfereiices to holes in sight base. If the indents are 

slightly out of horizontal alinement they may be corrected 

by enlarging the indents very slightly with a small three- 
square file. 

(2) Sometimes sufficient material is not available on the receiver 
to permit an adequate staking job. This is particulariy true 
wiien the sight is moved to one of its extreme positions. In 
this case, the procedure outlined in fl) above should be 
followed and new indents made to permit adequate staking. 

^ On the machined type adjustable rear sight the index plate is 
lield m place by a small screw. On some of these sights the screw is 
staked in such a maimer as to prevent its renmva]. Take care, when 

zei-oiug the nfle by a movement of the index plate, to loosen the screw 
only enough to permit movement of tJie index plate. 

m. The ind^ plate on the stamped type sight is directly below the 

ramp and in the center rear portion of the sight base. Move this plate 

wi a small drift to prevent damage to any of the components of the 
sight and weapon. 

Section IX. BARRa AND RECEIVER GROUP 
56. Disossembly 

a. Removing Barrel From Receiver {DEPOT MAINTENANCE 
ONLY). Do not remove the barrel from the receiver except for re- 
pl^ment of a new ban-el. Replace band if it is bent or damaged 
If the chamber IS worn to the extent of effecting excessive headspace 
(par. 15y) or if it does not meet the requirements specified in table 
I. Completely disassemble all comimnents from barrel and receiver. 

barrel in jaw protected vise. Allow enough of the rear end of 
e barrel (o project from the vise to permit the wrench 7113308 (fig 
3) to be positioned over front of receiver (fig. 76). Place wrenTh 
over receiver near barrel and unscrew counterclockwise. 
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FiiTure BarrH avd receiver group MI, MlAl, MZ carbines. 
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Fiffurt; 75 . Barrel and recfiiver group MS carbine. 




Figure 76 , Retnoving barrel from receiver. 



6. Renaovinff Gas Pist^^n and Piston :^ut {FIELD OR DEPOT 
MAINTENANCE). 

(1) The gas piston and piston nut are the only removable parts 
of the gas cylinder group. To remove the piston, clamp the 
barrel firmly in a vise with protected jaws, and using gas 
piston mit removing tool M5 5621065 or gas cylinder recon- 
ditioning tool 7160996 (fig. 6) (with wrench component), 
unscrew the piston nut counterclockwise from gas cylinder 
(fig. 77). Take care not to bur or twist prongs on nut when 
removing (nut is staked in place) or piston will not move 
freely. Remove nut, elevate muzzle of barrel, and slide piston 
out of gas cylinder. If necessary, tap cylinder lightly with 
a wooden block to slide piston out. If nut does not loosen 
readily, soak with preservative lubricating oil, special, for 
about an hour to loosen. Oil can be dropped through gas 
f>ort drill hole in gas cylinder. 

(2) If piston becomes “frozen’’ in the gas cylinder due to carbon 
or rust, soak with preservative lubricating oil (special) for 
about an hour and then work out of cylinder. When the nut 
and piston are removed, clean gas cylinder and piston 
thoroughly and oil lightly. 
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Ftfrure T7. Removing piston nut from gas cvHnder. 



(3) The^ cylinder may be integral with tlie barrel, or swaged 
on the barrel at manufacture. Do not remove the gas cylin- 
der. If gas cylinder is unserviceable, barrel assembly should 
be replaced (DEPOT MAINTEN^ANCE ONLY). 

57. Inspection 



Rectiver (figs. 74 and 75) . 

( 1 ) Inspect operating slide spring weE for met or foreign matter. 
Vijrally mspeet receiver for break-through of the operating 
slide spring hole. This break-through occurred in the origi- 
nal manufacture of some receivers because of the drill 
running out through either the bottom or right-hand exterior 
surfaces. If the forward end of the break-through is 3 inches 
«r more from the front end of the receiver, it is acceptable: 

^ rejected (DEPOT MAINTENANCE 

UNLY). Any sharp or feather edges around this break- 
through are to be removed. 
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(2) Inspect receiver under ‘‘black light” (Magnaglo or approved 
equal) for cracks in the area around the boll locking slot at 
the right hand side and at the front and rear tri^er housing 
retaining lugs (DEPOT MAINTENANCE ONLY). Re- 
ceivers having cracks extending in both directions around a 
corner must be rejected. 

(3) Visually inspect condition of firing pin retracting cam mat- 
ing cut in the bridge of receiver (fig. 78) . This cam was cut 
to an angle of 33® in the earlier manufacture of receivers 
and later to 45®. Both are acceptable if in good condition. 

(4) Visually inspect trigger housing retaining pinhole in tlxe 
receiver. If out of-roundne^ is apparent, reject the receiver 

(DEPOT MAINTENANCE ONLY). 

(5) Inspect the bullet ramp in the receiver to assure it is clean 
and smooth for proper feeding of the ammunition. Burrs 
and sharp edges should be removed by careful polishing with 
fine emery cloth. The lower edge of the bullet ramp ( where 
the angular surface intersects the vertical) should be 
smoothly rounded. 

(6) Inspect receiver for looseness with barrel, deformation, rust 
and burrs. If receiver is disassembled from barrel, inspect 
for worn or crossed threads in baixel aperture (DEI^T 
MAINTENANCE ONLY). 

(7) In^>ect bolt guideway and locking shoulders for wear, burrs, 
cracks, and foreign matter. Inspect receiver retaining lug 
on rear end (figs. 78 and 105) for wear, burrs, and looseness 
with recoil plate when assembled to stock. 

(8) Inspect operating slide guideway on right side for wear, 
burrs, and foreign matter, and operating slide removal cut 
for wear and burrs. Inspect operating slide stop detent aper- 
ture for wear, burrs, and foreign matter. Forward surface 
of aperture should be at a sharp right angle to receiver, and 
with a clean edge to facilitate retention of stop, and rear face 
smooth and sloping to facilitate camming. Inspect the rear 
inside face of receiver for foreign matter. 

Barrd. 

fl) Oener€U hapection. Inspect banel for deformation, aliue- 
ment with receiver, and for rust, corrosion, and burrs. In- 



gas pull, lor lureign maiTer ana inspect 






in rear face for burrs and foreign matter. Inspect operating 
slide guideways for excessive wear, burrs, and foreign matter. 
Burred or damaged muzzle end causes inaccuracy. 

(2) ingpection for aerviceability. 

(a) Inspection of barrel for serviceability is based principally 
upon accuracy, and insi>ectoi-s are guide<l by this require- 
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merit. Accuracy is reduced in varying degrees by the fol- 
lowing defects : bulges, erosion, and pits (table lit). Be- 
fore a barrel is inspected foi' sei’viceability, fouling and oil 
sliould be i*emoved and the bore wiped dry, 

(6) Place liarrel reflector in the chamber and examine the bore 
from the muzzle and breecli. If no barrel reflector is avail- 
able, place a piece of white paper or rag in receiver and hold 
baiTeJ so that light is reflccterl into chamber and boi'e. 

(c) If the bore contains small ]>its but has sJiarp and uniformly 
distinct lands, is free from bulges, and is not otherwise 
deformed, it is serviceable. 

{d) If the barrel contains a bulge, it is unserviceable. This 
condition is indicated by a dark ring in the bore and may 
often be noticed through a bulge or raised ring on the 
barrel surface. 

(«) If the barrel is pitted to such an extent that the sharpness 
of the lands is affected, or if it has a pit (or pits) which 
extends the w’idth of a land or groove and is three-eighths 
inch long or longer, the banel must be rejected. 

{f) During the inspection of the bore from the breech, give 
special attention to the chamber. Pits will cause hard ex- 
traction and may cause the cartntlge case to stick in the 
cliamber sufficiently to cause failure to extract. Barrels 
with chambers having pits large enough to cause cartridges 
to stick are unserviceable. 

(17) All rebuilt carbines must be couiiterbored at the muzzle end 
of the barrel (fig. 7ft). This counterbore improves the 
accuracy of the carbine and is intended to eliminate toed 
marks, nicks, and burrs in tlie muzzle end of the barrel 
(par. 58/). 

(A) Barrels of current manufacture have been modified by the 
elimination of a portion of the skirt (fig. 80) on the cham- 
ber end. Ill baiTels of early manufacture, this skirt was 
extended aiound approximately two-thirds of the chamber 
end of tlie barrel and was thickened somewhat in its center 
section. As the thin section of the skirt served no useful 
purpose, it was eliminated and only tlic thickened portion 
remained. When looking into the breech end of the gun 
only the thickened portion remained. When looking into 
the breech end of the gun ahead of the bullet ramp, the 
thread of the receiver can be seen (fig. 81). This is a 
normal condition. 
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Fipvrp 73. 3fu:slc end of barrel ehowinif ctmnterbore 





Fiff%trc 80. Clumber end of barrel MhowiHfi dd and new tvpe »kirt 







FiffU^ Bteech <ind bofrej shov>tnff new ^kirt. 



(f) In the establishments where it is practicable to perform 
barrel straightening operations, the barrels may be 
straightened if necessary to meet targeting requirements 
(DEPOT MAINTENANCE ONLY). Barrels that are 

rejected because they do not meet targeting requirements 
but are otlierwisjc serviceable, should be retained in the 
depot maintenance sliop until a sizable quantity has ac- 
cumulated, Avhereiijron disposition instructions should be 
requested from Chief of Onlnance, Washington 25, D. C., 
ATTN : ORDFM. The use of drop plug gaps to check 
the straigiitiiess of the bore is not required. However, if 
the depot maintenance establishment performing the work 
deems it practicable, such gages as shown on drawing 
B7317562 areautliorized for use in process inspection, local 
fabrication, and maintenance. 

ij) Check to see that the new tyi>e front band assembly (fig, 
82) is used and that the rivets are tight. Visually inspect 
bayonet stud on front band to assure that it is in good 
condition. Modification Work Order ORD B28-W5 
specifies that the old ty|je frojit band assemblies must be 
replaced with the new type (fig. 82) and describes the 

procedure. Check sliupe of front band swivel to assure that 
it swivels properly. 
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BAND. FRONT. ASSY-B?12«00 
DO NOT USE 

OlD TYPE 

BAND, FBONT, A55V -71 60010 

DO NOT USE RA PO 130505A 

Fiffvre 8S. Front band agacmbliet. 
c. Gas Cylinder Group, 

(1) Inspect the swaged-on type cylinder to assure that it is 
tightly swaged onto the barrel, as determined by a hand test. 
Check all gas cylinders for deformation, piston wear, burrs^ 
carbon, and n^t, and check the gas port for foreign matter, 
using a 0.070-ineh drill or plug inserted by hand. 

(2) Inspect piston for wear, burrs, and carbon. 

(3) Inspect piston nut for loose fit in gas cylinder. Inspect 
threads and turning lugs for wear and burrs. Inspect piston 
aperture for burrs. Piston should be an easy fit in aperture. 
Examine to determine that the gas cylinder has been staked 
Terj- lightly into the nut in one place only (par. 59ft). 

(4) Check carbines M9 and M3 to assure that only the counter- 
bored piston nut is used. In the carbine Ml and MlAl, either 



no 



Eke counterboreii nut or the earlier type withont the counter- 
bore is usable; if a carbine lacks power with the uncounter- 
bored nut, replace with a counterbored type {fig. 38). 

(5) After the piston and nut are assembled in the gas cylinder, 
check to assure that there is no binding. 

(6) Inspect receiver for looseness with barrel, deformation, rust, 
and burrs. If receiver is disassembled from barrel, inspect 
for worn or crossed threads in barrel aperture. 

d. Cheek Chandter for Proper Head Space (par. 15<7) . 

JYote. When using the head space gage, disengage the boit from the oper- 
atlos slide. There are two types of head space gages assigiied the same stock 
nmobers for satoe sizes (fig. 10). If the gage is of the design that has a rim, 
place the rim carefully under the extractor against the face of the bolt {fig. 83) If 
the extractor Is assembled, tberehy aroldlng snapping the extractor OTer the gage. 
When the other type (shouldered), is used, it Is Inserted into the chamher first 
and the bolt closed on it. In closing the bolt to check the depth of the chamber, 
exert only tbe lightest finger pressure and make sure that the hammer does not 
exert pressure against the bolt. 

(1) Insert head space gage 7319934 (fig. 10) (head space length 
1.290 inches) into chamber, wide cylindrical end first, and 
close bolt. The bolt must close on the gage. With a new bar- 
rel, the bolt may not close on the gage without being forced. 
This is an indication that the head space is insufficient and 
the chamber must be reamed. See paragraph 58d for 
procedure. 

(2) Insert head space gage 7319938 (fig. 10) (head space length 
1J298 inches). If the bolt closes without perceptible bite on 
the gage, the carbine is not acceptable for return to stock. 

(3) Field test bolt 7319932 (fig. 10) (instead of carbine bolt) 
must close on head space gage 7319934 (head space length 
1.290 inches) . This is necessary to assure interchangeability. 
The field test bolt is dimensioned 0.560 inch from face to lock- 
ing surface. 

(4) When the carbine is rebarreled (DEPOT MAINTENANCE 
ONLY), every effort must be made to hold the head space 
as close as possible to 1.290 inches, using the field test bolt. 
Under no circumstances should head space exceed 1.295 inches 
on rebarreJed carbines, using head space gage 7319936 (fig. 
10) with the field test bolt. 

(5) Carbines whose head space is less than 1.302 inches, that is, 
component bolt does not close on head space gage 7319943 
(figs. 10 and 83) are acceptable for domestic and overseas use 

(FIELD MAINTENANCE ONLY). 
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RUW STYIE HEAD SPACE GAOE 
'*WC€D IN FACE OF BOIT 




e, Inxpectioyi After A of Harrel ofixd Receiver Orottp. After 

^ggejnbly of tlie barrel and receiver group, |jerforni tlie following 

inspections : 

(1) CJieck to assure that barrel has been staked at rear end of 
front sight. 

(2) Che<*k to assure that staking the front sight keyway and the 
application of the proofmark have not distorted the bore. 

(3) Check front hand screw to assure that head is in good condi- 
tion and that it is staked or spun over sufficiently to prevent 
loss of screw. 

(4) Check to assure that the, ring portion of the front band sur- 
rounds the barrel witli spring tension and check the swivel 
to assure that it swivels properly. 

(5) Clieck to assure that the oi>erating slide can be drawn all 
the way back to its stop against the receiver witliout binding. 

56. Repoir and Rebuild 

а. Chajting Goh Cylinder Thread, (^hase threads of the gas cylin- 
der, using gas cylinder tap aneinlwr of tool 71609^5 (fig. 84 ) . Dip tap 
in a cutting oil and start tap carefully in gas cylinder. Cut threads 
a little at a time, using a forward and backward movement- Exercise 
care to stop tap as soon as it touches bottom to prevent damaging tap 
or cylinder. Remove tap and thorouglily clean (rhamber. 

б . Cetrbon and Ruat. 

(1) Carbem. Because of the rearward }>osition of the gas port 
and liigh gas pressure encountered there, excessive cArboni- 
zjition of cylinder and piston is unlikely. However, tliese 
parts should be cleaned at regular intervals, or wlien fouling 
or sticking of piston is evident; the gas ]iort in the barrel 
should be inspected and cleanetl if necessary. Remove piston 
ntit and pikton from g:is cylinder and scrape exceirS carbon 
off with flat blade. Take care not to scratch parts unneces- 
sarily. AVhc]i carbon has ijeen ienit>ved. clean ifiside of cyl- 
inder and piston, oil very lightly and replace. Clean gas 
port with an 0.070-inch or smaller drill inserted by hand, or 
with piece of w’ire or similar instrument. Be sure to stake 
piston tint lightly in ]}hice when assembling. 

Note. Pistons, br-ewh pud of ivfeivens, and other parts subjected to 
barnofl iwwder must Im* thoroughl.v tleaned. Scrub tbese parts with 
a bristle brush moistened with rjfle-l»ure cleaner. 

(2) Rvdt. Rust is more likely to form on surfac'es not regularly 
lubricated, (jr where barrel heat dissipates oil film rapidly. 
Such points are under side of barrel, body of oiler beneath 
sling, receiver icxking lug recess in recoil plate, operating 
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ably satisfactory, the removal of front and rear sights and the front 
band to permit sand blasting, in order to obtain the highest quality 
protective finish, is not required. During any refinishing of the barrel 
and receiver, the gas cylinder, muzzle, and breech end of the barrel 
must be plugged with corks to prevent solution from entering the bore 
or the cylinder portion of the gas cylinder. By drilling a 3/16-inch 
hole through the rear end of the receiver into the operating slide spring 
hole, good circulation of phosphating solutions and preservative com- 
pounds can be obtained. 
d. Reaming Chamber, 

(1) Dip breeching space reamer 7319906 (fig. 9) in lard oil and 
place in chamber through top opening of receiver (fig. 85), 
Turning handle slowly to the ri^t, remove only sufficient 
metal to permit bolt to close on head space gage 7319934 (fig. 
10) (head space length 1.200 inches). 

(2) Wash chips from reamer and chamber with lard oil after 
removing from chamber. 

(3) Handle reamer with care to prevent it from being chipped or 
picked. Never turn reamer backwards in chamber as this 
tends to dull the cutting edges. 




Figure 85. Reaming chamber for head xpace. 



c. Restoring J^erial Rnrnberg {FIELD AND DEPOT MAINTE- 
RAJiCE), Serial numbers whicli have become obscured because of 



the installation of the adjustable rear sight must be restored. Since 
the degree of obscurity varies, this will be ejected in one of two ways: 
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( 1 ) if the serial number is qnMioMble (fig. 86) (one digit objured), 

.T «™d>i.f.on filler 52-F-IOO-aW, lined in I>epertment of 

® ’» ‘1“ l«*ibiUty : 

•nd (2).if the senel number « obsrured (fig. 86), it wiU be reloceied 
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(1) Que^H^Mhlg /terial ntpffthert {FIELD ^AtSTESA\CR 
0SL7). 

(«) Ma«k the iKljustBUe mr si|tht lo present filler enter- 
ing: the sight. 

<&) Work B smell quantity of filler into the serial nunkber ami 
allow it to dry for 5 cninuteB. Wipe off all exre« 
with a clean mg and allow u> dry for 3 hours. 

(r) In the rront that the application of filler fails to restcra 
the legibility of the serial Dumber, reloetUun of the num- 
ber by depot mainlenaiiee personnel is required. 

( 8 ) Oh$<%rtd tfrial numhern {DEPOT JdA/XTEXAECE 
OXLE). .Maintenance organizations engaged in restamping 
serial numbers vill fabricate fixtures locally to reinforre and 
clamp the receiver during the stamping operation. Two fix- 
tures have been developed for ibis purpose; the viite-beld 
stamping fixture (figs. 88 aikd 89) and tlie bench-mounted 
stamping fixture (figs, 90 and 91). The choice of fixture 
which bast suits the requiremeiiU of the mainteoance or- 
ganization is left to the diacrrtion of that organization. 
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fipnro M. Corbiv rtompH in ^ek m9^e4 ulumpinf Mm. 




Pifufo II, B^neh-wwnntri ttomptnf Mure with rm^ne nni Blompinf llpure 

in piaet. 



(«) VUf-Aei^ it^ping fxtyre. This &ziur« is relititcly 
simpli to ftbiicate, Rquires little spice lor Stonge, ind 
may be quickly inounlf^ in tny ri». Howerer, it ii not 
idaptiblf It uiimtfniince instillationi vtherc Urge quinti* 
riel of carbines are to be mumped, idnce I he carbines must 
be diiHiasembled before relocaticm of serin] numbers can be 
iccomplishetL Defiiled working drawings for fibricition 
•nd awirubly of fhi visedield sum ping fixture ir* ahonrn 
in figures to chmugh 23. 
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(6) nesiamping vnih vUe-heU fixture. 

J. ^ure fixture firmly in vise as shown in figures 88 and 89. 

Clarap the barrel and receiver assembly in the fixture (fi^s 
88 and 89). ^ 

\otc. The fiiture is so desiffnecl that disassemWini the barret 
and rpoe I \>r assembly is nor required. 

3. Manually position and space the % 2 -inch stamping fixture 
on the bridge of the receiver directly forward of the rear 
.sight platform (fig. 87). Strike the damping fixture 
ffith one firm blow of the hammer to insure a neat and 
dnstmet impression-. Repeat this procedure until aJl 
digits of serial number are trans|)osed. 

Aotf. The %2-ineh staioping fixture is not Incladed in the 
suppjy system and mu.'?f be pmciired locally. 

i. Use Whrte filler as prescribed in (1) above to increase 
legibility. 

Xa/e. I n, let IK. fircuiustanees will the originaJ serial num- 
ber be obliterated, 

S. Upon completion of the stamping operation, assemble the 
carbine and operate through the complete firing cycle to 
determine whether the i-eceiver has been deformed. 

{c) Ber^ h-movnUdHtampingfxture, H.is fixture is especially 
useful at depot maintenance installations where large quan- 
tities of carbiiies are to be restamped because only the 
removal of the bolt from the carbine is required before 
clamping the carbine in the fixture. Furthemore, posi- 
tioning and spacing of the damping fixture is accomplished 
mechanically. Detailed working drawings for the fabri- 
cation and as.sembly of the bench-mounted stamping fixture 
are shown in figures 24 thi*ough S4. 

{d) Re^^tamphxg with hench-mtmnted fttamping piture. 
f . Secuie the fixture to the bench or table bv inserting bolts 
thi-ough the holes, provided for this purpose, in the base 
of the fixture (fig. 25). Allow sufficient clearance for 
the unobstructed insertion of the carbine in the fixture. 

2. Kemove the bolt from the carbine and clamp the carbine in 
the fixture, as indicated in figures 90 and 91. 

Place a ^.^a-inch stamping fixture in the stamping guide of 
the fixture (fig. 91). Position and space the stamping 
fixture b 3 ' adjusting the stamping guide. Strike the 
stamping fixture with one finn blow of the hammer to 
iirsure a neat and distinct impression. Repeat this pro- 
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cedure until all the digits of the serial number are 
transposed. 

-Vote. The %2-iDch utamplng fixture is not included in the 
supplj- «o'«tein and must be procured locally. 

Upon completion of the stamping ojieration, install the 
bolt in the receiver and operate tlirough the complete 
firing cycle to detennine whether the receiver has been 
deformed during the stamping operation. 

Holt. Under no circumstances will the original serial number 
be obliterated. 

(e) Inspection. All carbines will be inspected to insure that 
the relocated serial number is a duplicate of the original 
serial number. 

/. Coimterbore Muzsie. 

(1) The muzzle of all barrels must be counterbored (fig. 79) 
during rebuild to remove tool marks, nicks, and burrs in the 
muzzle end of the barrel. A chamfering tool which may be 
used for this purpose is illustrated in figure B5. 

(2) The depth or diameter of counterbore will be determined by 
the amount of blemishes to be removed. 

(3) All barrels will be counterbored slightly during rebuild, even 
though there is no vLsible blemish. 



59« Assembly 



a. Beplactng Barrel. Select proper barrel and receiver combination 
so that about iV-inch draw is obtained when assembled. Screw the 
receiver on the barrel with receiver and barrel w rench 7U3308 (fig. 

; draw up receiver until alinement marks on barrel and receiver (fig. 
92) coincide. Then detennine that the flat surfaces on bottom of 
barrel and receiver are parallel. Check this by indicator or placing 
two l»rs, about 10 inches long, in position as illustrated in figure 93; 
u>d si^t over the edges. When the two bars lie parallel, the barrel 
receiver are m exact alinement for proper functioning. 

After bistalUfiK barrel on receiver, adjust and check the head space as 
«*crtbe* to paragraphs 57d and 5M. 



b. Oat Cglmder Piston and ffut. Insert gas cylinder piston into 
cy inder and screw cylinder piston nut into the threads using gas 
cylinder recondition!^ tool 7160995 (fig. 84) (with component 

Make certain to stake the cylinder lightly into the nut, in 
the three places provided, or the nut may work loose during the 
carbine. After the piston and nut are as^mbled in the gas 
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S2. AMFfnhiiTtff btirr^l to 




Hffure $S. Checking barrel and receiver ahnement. 
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Section X, STOCK GROUP— CARBIN ES Ml, M2, AND M3 
60. Disassembly (Reid or Depot Maintenance] 

a. Front Band Lockinff Spring (figs. 94 and &5). Insert 
strai^t punch in spring spindle hole in left side of forward end of 
stock and drive out front band locking spring part way, from left to 
right; then rotate spring and pull from hole. 
h. Beeoil Plate (figs. 94 and 95) . 

(1) Inscrew recoil plate screw counterclockwise until clear of 
escutcheon threads (above % inch), then withdraw from 
stock and recoil plate. 

(2) Loosen recoil plate by tapping lightly on rear top face with 

forward out of seating 
recess in stock. Do not pull up or down, because rear seating 
lug on plate seats in a horizontal recess cut in the stodc, 

(3) Bo not remove the recoil plate screw escutcheon frwn the 
stock except for replacement. To remove, thread .recoil 
plate screw into the escutcheon from the under side until 
ali of the threads of the escutcheon are engaged and pull 
escutcheon out of stock. If withdrawal is difBcult, insert 
small straight punch from top of screw hole in stock and tap 
end of screw lightly to loosen escutcheon, or thread screw in 
from top, part way, and tap lightly; then proceed as above. 

Bvtt Plate (figs. 94 and 95). Unscrew butt plate screw counter- 
clockwise and remove fitan stock Loosen butt plate by tapping it 
lightly. Pull to rear off stock. If butt plate is tight, do not pry off, as 
stock is likely to be damaged. Tap on edges lightly all the way around, 
until loose enough to pull from stock. 

d. Hand Gvard (figs. 94, 95, and 97) . The liner of the hand guard 
assembly is riveted to the hand guard ; do not re«move it. 

61 . bupecHon 

o. Stock. Inspect stock for cracks, scoring, chipping, blemishes, 

excessive dryness. Inspect cuts and apertures (fig. 96) for chip- 
ping and burrs, for wear due to interference with moving parts, and 
lor excessive friction in assembling. 

ft. Butt Plate. 

(1) Inspect butt plate for deformation, burrs, fit, and looseness 
on stock. Check butt plate screw for looseness and check 
threads in stock for stripping. The butt plate screw must 
fit firmly in stock. 

(2) Protrusion of butt plate beyond edge of stock is acceptable 
in rebuilt weapons unless more than approximately one-half 
of the thickness of the metal extends beyond the edge of the 



a metal tool Pull plate directly 
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Ftffnrr .95. Stock and gnafU t^rWrie# Ml. Jf8, and MS. 



.stock. (TTiis condition may arise from excessive sandinf; of 
file stock.) 

c, BaM Locking Spring, rnspect front band locking spring 
for defomiHtion and excessive wear of locking shoulder. Rear face 
of Shoulder should be square enough to retain front band in position. 

d. Charanre Although tlie sune stock is used on carbines 

M2, Ma, and late nKnlel Ml, for the M2 and M3 esamine clearance 
cut on right for disconjjector and disc«mector lever, and clearance 
cut on left side for selector (fig. 98). There must be no binding of 
either due to midersized cuts. 
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FiffHre fltf. fflocJc gkottinff af>erturea — carbine Ml. 
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Figitre 97. Stock and hand ffnard— carbine MI. 




Figure 98. Stock and hand guard — carMne« Ml (laie), M2, and MS. 

e. Recoil Plctle. Check to assure that recoil plate is free from burrs, 
excessive wear (iig, 105) and rust, and that it is properly bedded in 
stock. Where recoil plate *s bedded so deeply in stock that it inter- 
feres with proper alinement of action, the stock must be rejected. 
The recoil plate screw escutcheon should not turn in the stock, have 
burrs, or worn threads. The screw should be tightened firmly. 

f. Fit of Action. Check fit of action in the stock. Clearance be- 
tween recoil plate and receiver should not exceed 0.005 inch when 
checked with a feeler gage (DEPOT MAISTEXANCE ONLY). See 
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figure 99 for old and new type recoil plates. Both designs are usable 
if otherwise serviceable. Insert the recoil plate lug on the receiver 
into the recoil plate. With a slight pressure tending to push the 
barrel in the stock, rap the butt end sharply j the action should snap 
into place. The action then should be suspended by the recoil plate 
with elegance under the receiver and barrel. Test the action for 
longitudinal play. If such play exists or the action does not lie prop- 
erly in the stock, a new stock assembly should be selected or the recoil 
plate replaced in order to meet the above requirements. This is par- 
ticularly necessaiy in order to avoid injury to the stock assembly 
when the spring tyi>e recoil plate is used. 

g. Trigger Howdng Clearance. Check to assure that there is at least 

0.010-mch clearance between rear end of trigger housing and stock. 
Use a feeler gage, 

h. Hand Guard Z.iner. Check to assure that liner in hand guard 
a^mbly is not distorted and is securely fastened to hand guard. 
Liners with two rivets or with four rivets, if serviceable, may be used 
on carbines Ml and MlAl. Only the four-rivet type hand guard 
assembly 6212602 is to be used on the carbines M2 and M3 (fig. 100). 

i. Hand Guard. Check hand guard to assure that front end, which 

IS engaged by front band, is in satisfactory condition. The lengthwise 
fit of the liand guard should be sufficient to assure adequate engage- 
ment with the front band and the hood of the receiver, 

7 - Oiler. Inspect oiler to assure that new type neoprene washer is 
installed. 

62. Repair and Rebuild 

a. Binding of Parts with Stock. 

(1) Binding of moving parts with stock or lack of proper clear- 
ance for assembly is evident on the stock by rubbed areas. 
Relieve such binding points by filing or paring, using fine file 
or sharp, flat blade. 
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Fxgure Reeo\l p?orc 5557/50 — old and neic tvpe {both tpfes Uioble), 
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Figure 100. Sand ffuard aMsem^y 621^602. 



(2) Believe friction due to swelling caused by excessive moisture 
only enough to allow proper functioning and/or assembly, 
as wood may later dry out and shrink. Use of raw linseed 
oil will help to prevent undue swelling of wood due to exces- 
sive moi^ure, 

(3) Points to check for excessive friction or lack of sufficient 
clearance are— * 

(a) Aperture in stock for trigger housing (figs. 97 and 108). 
There must be a minimum of 0.010-inch cleaiunce between 
stock and the rear of the trigger housing. Less than 0.010- 
inch clearance between stock and trigger housing causes 
the shock of recoil to be transmitted to the trigger housing 
retaining pin. This is especially detrimental in the case of 
the carbines M2 and M3. 

(&) Left inside face of stock opposite head of hammer pin. 
This face may be scored because of an incorrectly assembled 
hammer pin. 

(c) Point on right side of stock and hand guard where operating 
slide bar passes through to right side of receiver (fig. 96). 

{d) Becess in bed of stock in which operating slide functions 
(figs. 98 and 107). 

(c) Forward shoulder of stock and hand guard where front 
band seats (figs. 97 and 108). 

(/) On the carbines M2 and M3 the left-hand side of stock 
where selector is located and the right-hand side of stock 
where disconnector lever assembly is located (fig. 98). 
h. Loose Rivets in Hand Guard Liner. A loose hand guard liner 
(figs, 94 and 95) indicates improper spreading of the rivets. These 
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rivets *re tubular ; tighten them by spreading the hollow (inner) ends 
with a hlunt punch. Support the opposite (beaded) end of the rivet 
while riveting, Place nvet head on a small steel rod or punch clamped 



c. FrctU Ba«d Doe, Not Scot. If the front band does not seat 
property behind the shoulder of the front band locking spring when 
ass^bled, th^ting shoulders on stock or hand guard are lot cut 
back far enou^ or the hand guard liner is too long. To remedy this 

at the fixMit 

r * fine 

flat file with a safe edge and file rear face of Moulder only. Do not 
file the hand guard liner for if it is too short the hand 
fly off when firing the carbine* 

ONLY)'^^'^ MAINTENANCE 

(1) DeTUi. Sand out dents or mutilatiMis that do not affect 

general appearance; use wood dough if prac- 



(2) C^ks. Components which are cracked in such a manner 
that strength is affected must be replaced. Where the 
strength is not affected, use repair screw A233523, or similar 
screw ma^m^ from brass to reinforce weak areas and small 
cr^ks. Drill an 0,081-inch hole to receive screw (fig. 102). 
Install screw by gripping it in chuck of a hand drill. Cut 
^ screw and file flush with stock so that no edges protrude. 
Wherever possible dovetail patches in. In figure 101, the 
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Fioure 101. Patched tUfek. 




light-colored iwtches show areias that may be patched and 

the raeth^ of inserting them in the stock; the darkncolored 

patches show areas that cannot be patched without weaken- 
ing the stock. 

(3) StnpT>ed thread for hutt plate screw. If the bntt plate screw 
c«n^ tightened properly dne to stripping of threads in 
tte stoc^ bore a hole of approximately one-half inch diam- 
eter in the stock to a depth approximating the length of the 
screw and obtain a l^-inch hardwood plug (hiekoiy or wal- 
nut) which IS a^re fit in the stock. Apply glue {adhe- 

hardwood plug and the bored hole 
. M •'O'® (%■ 103). 

rwiw'^t asimblies 

^157 of e«ly manufacture were made witb a thin section on the 

tb *“’■ P*®®*® ‘•'® '■'&•'* side of 

the ^ver. This thin strip should be removed in order to prevent 

63. Assembly 

in» 5^ iociiny Spring. Insert spindle of frent band loch- 
ia n" «"d of stock and drive to the 

left. Seat spring fully in recess in stock. 










Fi^e /<W, Repair /Or »trippeil »crew fcoJo. 
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Figwre 104> Modification of 9tock 044(^07 of early mamtfaotwre [oarline Ml). 
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rtfure tOS~ imporUint wwim0 



h. RercU Fi^e. 

(1) If weuUhMHi hfts b«en mr.ovn], msert sn^U end &fxt in eett 
in lower face of «U>ck grip. Tap in until neiied level arwl 
flush with Aock. 

(d) iDsert recoil plate into rear uf receiver aperture Id niock 
with bevel face up and tAUg to rear. Recoil pUte niuat be 
inearted from froot to rear and held level dunog ineertioo, 
ao that Heating lug and horizontal rec ca a will mate. 8eat 
racoi] plate evenly and flash with rec eao in stork b^* tapping 
lightly. Install recoil plate screw through top of recoi I plate 
and stock grip, thread into avutcheon, and draw down pan 
way. Then assemble barrel and receiver group to stock, 
aline, and draw screw down tight. This prevents a strain 
on operating pana. 

0 . Butt Fide. Place butt plate on butt and tap lightly until solidly 
and evenly seated on bolt. Insert screw and turn down nogly. Do 
not force acrew aa threads in wood of stock may atrip. 

SactiOA XI. STOCK GAOUP^AJtBINE M1A1 

64. Dlaossambly (Reid or Depot Mointenorwe) 

tL Block Fr tendon ((ig. t06). 

(i) Remo vs lower hinge screw from lower end of stock grip 
turning counterclockwise. 




m. BIcek •Meukif tSUrrt emd katU fmorB BtStm fw 



MrMee UJAJ. 
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(8) With «ock ext«CAioQ in extended pomtion, unecrew the hinge 
ecfew projecting from the upper fux of the recoil plete cep 
by turning axinterdockwiae. WTien serew is diseogeged 
from the lower hinge nut, puU screw up end out of grip end 
thw lift off recoil piste c»p end lower hinge. 

<3) With IJsi-ended punch, push hinge ecrew ^mccf out of hole 
m the lock on e^d of lower ber up into coil ^>ring. Then 
puU Aodt extenaon to reer from stock end rtmore grip 
epnng, hinge screw speoer end grip spring wwber from 
rountenunk hols in lowered of grip. Txke cere that xprmg 
does not fly out or wesher does not become lost 
(4) Hwnove grip end moil plate by unscrtwing the grip screw 
eounferdoctwiae from top of recoil plaie. 

65. hepocHon 

«. Inspect corresponding parts of stock m fof ff i w end 

M3 ( figa. 107 and lOfl ) . Refer to paragraph 51 . 

b. Inspect grip for looseness on stock and for ermeki. Grip should 
be ngid with stock and no twiet should be poeaible when aaembled. 

c. nock extension for sttoothneae of hinge action and pc«i. 
hTe locking wl^n extended and when folded. Tbe extension should 
be ngid and without shake when extended with butt plate rigidly at 
n^t angles to tbe bars. When swung to the left, the lock should 
cam out of the slot in the locking not, and the extenriwi should pivot 
mwtWy about the binge screw through an are of approximately 180* 
to be flu agti^ the left side of the stock. When the extension U 

u the lock should slip into the slot in the locking 

nut and the bull pWs should pivot on the bar ends, so that the ex- 
tmu>n will he locked close to the stock without looeenem or shake. 
If 8hai» IS p^nt in either poatioo, a worn locfang lug or locJcing 
nut, a loose hmge screw, of a broken hinge spring a indicated If 

appsrent, btirrs on locking lug or in 
, slot of Joc^ Dut w bent bars are indicated. If butt plate is loose 
op Urs fads to piyot under H>riDg tenrion, bum or a damaged butt 
ptaie spnng are indicated, ^ 

Pif: ^1*!;^' P'“* ««p ^Of d«nt* md fit with n±i «nd of «ock. 

PUu should lie flush »t the sdgw with the Mock end t««i»er 

should ww leTel ud fine oa *ock, held dowa bj grip ecrew paring 
throu^ plMe end stock end into rooted threads in grip. WW 
MsembW, the grip screw bolds ell three parts together^Tbe hinse 
«rew, when assembled and threaded into tbe nut, blade tbe parts 
titter and prerents the grip from twisting 

lodang lug seat in recoil pUte for wear and 

bum»(fig.l05). Whan assembling, the locking lug on meimshou^^ 

154 




Fiffttrt t97. at^ck rarSMe MSJJ 



Arvre MMs, Umd foH. omd frip fm eefStac HiAi. 

cam smoothly into the seat and be hrid there snugly without play or 
shake. 

g. Inspect grip screw for length and burred threads. Replace the 
8%finch grip sertw by a 8^*lnch screw. If screw has not been 
r^laced, deepen grip screw bole to a total depth of 1.12& inches with 
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a No. 21 drill (diameter 0.159 inch). Insoect ■ 

S' hi.j e 

.hit "’pS-^s ‘"" “"" ■”'' “'* 'X 

i .srtxxixtw t7? ”*r "'t* 

r;six sis 's 

or folded. Angle of loclffBci extension when extended 

Wear of lock or nuf ^ correspond to that of the nut. 

Oh locK or nut will cause looseness and improner locking 

cal plane'TL“£™“*'“"- - the san. rerti- 

spring for tension^ plate 

xrrrir SteS ^ 

stock extension assembly (fig fo6)"‘’stTuw’ Ite '' 
scrape face of operator. ^ “ 't will not 

“■ "o”'" mea ™i 0.M 

EiSX' r‘r '■ ” "“"ii- 

carbine Ml. ^ ^ standard type stock assembly for the 

graph 62 rvenbr^e “rtSl" ^H^nd ^7'*”"“*®’ ** 

67. Assembly 

"“ “ ““ ">. *0, «d 

S. Stock Extension, 

grip to rear, under face of stock, just behind tri^ 
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guard opening so that proj^ion on grip points downward 
and trigger pard bow wiU fit into forward face of grip 
when assembled. Seat the recoD plate on top of rear «id of 
stock with undercut lug facing for^-ard. Aline screw holes 
in plate and stock, insert grip screw and screw down tightly 

turning clockwise to secure recoil plate, stock, and grip 
firmlj together. 

) Place grip spring wa^er in large counterbored hole in lower 
end of grip and seat grip spring in hole upon washer. Then 
grasp stock extension so that locking lug on lower bar faces 
downward and place upper face of lock against lower end of 
grip spring. Hold in position firmly and press upward on lock 
against spring pressure until hinge on upper (straight) bar 
will slip over and lie upon top of recoil plate. Still bolding 
lock in position with regard to spring, aline hole in spring 

and lock, and insert hinge screw spacer until flush with 
lower face of lock. 

I Position recoil plate cap over recoil plate and upper hinge 
so that it rests flat on hinge and recoil plate. Insert hin^ 
screw through hole in cap and push downward through hinge, 
recoil plate, stock, grip, grip spring washer, grip spring, 
spacer, and lock on lower bar. Be sure screw is pushed down 
until upper shoulder on screw has entered the hole in upper 
hinge and is not bearing on cap, or top of hinge. 

Position lower hinge assembly over lock so that locking lug 
slot in nut will mate with locking lug on lock and sling eyelet 
faces forward. Then, press nut and lock upward against 
force of grip spring and turn hinge screw until threads on 
hinge screw catch threads in nut. (Be sure spacer is flush 
with lower face of lock before attempting to catch threads.) 
Turn screw so that nut pulls lower hinge upward until lower 
hinge shell is resting firmly upon lower face of grip. 

Insert lower hinge screw in lower end of stock grip and turn 
in clockwise direction until tight. Then fold stock extension 
to left against stock to test locking. Stock extension should 
be locked rigidly when fully extended and when fully folded. 
Butt plate should turn on the rod ends to lie flat on stock 
when extension is folded. When extension is extended, butt 
plate should spring out and lie firmly in a plane at approxi- 
mately right angles to the bore line. The perpendicular line 
of butt plate will be slightly to left of bore line when stock 

extension is extended. Be sure there is no movement between 
stock and grip. 

When foLdin^-type atack assembly for carbine MlAl ia 
irreparable or unavailable, it will be replaced by standard type stock 
asseobly for carbines Ml. M2, and M3. 
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Section XII. MAGAZINE ASSEMBiY 



68. Oisossernbly 

(ronnded) end of magaziL base until 
plaining grooves in the base of body ^ ^ 

of W."Kestrl“r;S “ C w 

from tube. (Bases of ^ent ^ j ramov^ and withdra’w 

ing and have an overhanging lin^ tlT stiffen- 

6. Reverse tube and slide . ^ “P ) 

f — .1 ^ ^ 

top of tube to bear'L oTww’" '^1’'®'' 

Stop flange is clear of tube If flj,n u follower until 

opposite to assisroution T^Z7 “P “ 

follower out of tube. flange and rotate 

.!.« oc. — (ZSr r.r.'A“" “'” 

69. Inspection 

Inspect 

retaining flanges for defnrm.r ^ j "“d l»se 

rear fa J of t^ 1 w^'™ “r;^. - 

doubtful, scrap“ the*ma^'S!e!" 

ratoining ^ (.leiition in tube, deformtion, end wom 

■'■) I»P«. epHng d„ 

d. FrnUh of Metal. Refer to TB OBC 306. 

70, Assembly 

~ «e,^, 

AS TATd- - 









STOf FIANGE 



kmovfng magazine fouowek 

FIRST MOVEMENT 





REMOVING MAGAZINE FOUOWBI 
SECOND MOVEMWT 

lA PD PITA 

109. Removino wmotu^ie btu^ an 4 fottower. 
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Pi^re m. Moffastine, is rovnO^-^iploded view. 




Fi^vre 111. Magazine^ SO found — exploded view. 



•\* * • 

c. Push follower to top of tube and insert magazine spring with 
long dimension to the rear as shown in figure 1 10. In this position the 
follower will slide evenly in the tube. Compress spring with thumb, 
imd starting from the rounded edge of tub^ insert the base, square 
end first, with projection of indent facing in, under retaining lips of 
tube. Push base in until projection catches on tube. Push follower 
down in tube and release to test smoothness of functioning. If fol- 
lower does not reciprocate smoothly under spring action, tube or 
follower is distorted and should be corrected. (NiagaxLne base of 
recent design is ribbed for stiffening. Ribs should face inward when 
base is assembled.) 

d. When assembled correctly, the ramp on the follower must be 
facing the rear of the tube. The rear of the magazine tube is fiat and 
has two lugs for engaging the magazine catch (fig. 112). 




Figure lit. FoOower pmperlg o«*eff^e^ 
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CHAPTER 5 

final inspection 



71. General 

competing the™ were dimensional; 

Inspection of noncritical parts ^nart"XtT^ rather than compared. 

?ir;K~i£~ 

SlitX.'" t S;sT™ ' 

drawing tolerances f,inx>r are worn considerably below 

adver4- afet^d mjTe '"**-»>-«-b:lity will „ot be 

y jrected and the parts are consequently acceptable. 

72. Inspection Guide 

«f Itl^s^and'is ap^Th^Me r“%‘" 

«ser and for ret „m to stock. inspection for return to 

7^3* Return to U$or 



of personnel, is essential to the functioning of the weapon, or is pre- 
scribed by an URGENT modification work order. 

&. Newly manufactured and issued materiel, which has been in- 
spected and accepted in accordance with Department of the Army 
specifications, is not to be rejected except for well-grounded reasons. 
All such rejections must be reported immediately to higher authority. 

e. Satisfactory metal finishes for weapons range from dense black 
to medium light gray. Certain small-arms weapons are manufactured 
with an unusual shade of neutral gray finish. Since this finish (gray 
ainc phosphate) is an accepted Depwtnient of the Army standard, 
these weapons ar*' not to be rejected by inspectors or troops for this 
condition. A worn surface is objectionable from the standpoint of 
fisibility when it is capable of reflecting light, somewhat as a mirror 
does. No weapon is to be rejected for oversea use unless exterior parts 
have a distinct shine. Bright rear sights must not be permitted on 
weapons for oversea use. Check to see that all rear sights have a dull 
black or gray finish on ail surfaces. 

d. Wooden components must not be cracked in such a way as to 
interfere with their structural strength. Surface cracks, bruises, or 
dents which do not affect their ^rength should not cause rejection. 

«, Inspection of the barrel to determine that it meets the require- 
ments for return to user is similar to the inspection of the barrel 
required for return to stock which is described in 'FB ORD 366. 

/. Looseness and play in such components as the sight, gas cylinder, 
recoil plate, bolt, may be cause for rejectiwi. In many cases, however, 
the importance of such defects is exaggerated. Looseness and play 
must be considerable to affect the accuracy of a weajKm beyond its 
natural dispersion. All weapons, especially those that are automatic, 
must have play between working components to permit them to operate 
in localities where sand and dust are prevalent. A weapon may be 
completely useless if its working parts are fitted with insufficient 
clearance. 

g. Minor defects in metal components do not normally affect their 
being acceptable. Scratches and tool marks on barrels are ordinarily 
of no importance. 

A. Inspect the functioning and operation of components as described 
in paragraph 15. 

i. Check to see that serial number on receiver is plainly visible 
(par. 58c). 

74. Return to Stock 

Refer to TB ORD 366 for these inspection instructions. 






CHAPTER 6 
REBUILD STANDARDS 



75. Genenif 

Kefer to TB ORD 366 for general rebuild standards. 

76. Use of Comparafor 

inspected on a comparator ^ are to be 

or^n^rnSls --^ng 

screen. gnified shadow on a transJucent 

“nTCrtf of 

oi tne .30 caliber carbines Ml, MUl, M2, 




compactor. 
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and M3 is intended for comparison inspection of the. parts 
a chart which is placed over the screen. The shadow projected^**^^ 
the screen is a reverse image of the part being inspected. 

77 . Comparator Opticol System 

The functions of the various components of the optical system are 

As follows : 

a. A 50-candlepower projection lamp (fig. 114) is used as a source 
of light and receives power through a transformer or resistor. 

A condensing lens assembly (fig. 115) directs a concentrated, 
parallel beam of light across the object, 

c. An iris diaphragm (fig. 115) controls the size of the light l>ea:n. 

A projection lens (figs. 116 and 117) projects an enlarged shadow 
image of the object. 

e. An optically flat reflecting mirror (figs. 116 and 118), coated 

with aluminum oxide, reflects the shadow image of the object onto the 
translucent screen (fig. 114). 

/. The translucent screen (fig. 114) which receives the sliadow 
image. 

ff. Glass gaging charts (fig. 119), with limiting dimension lines 

inscribed, are placed over the screen for compari.son inspection of the 

proposed image. The following information also can be found on 
them. 

(1) Identifying nomenclature — in the upper left-hand corner. 

(2) Instructions for use. 

(3) Alagnification needed — in the lower right-hand corner. 

7S. Mechanical Description of Comparator 

a. The staging table (fig. 114) has an over all length of 10 inches. 
It IS provided with a focusing and vertical adjustment (fig. 116) but 
no lateral adjustment, 

A. Staging fixtures 7319701 (figs. 11 and 119) can be moved laterally 
across the staging table and are self-alining. 

(1) Each staging fixture is provided with a tongue (fig. 119) 
which engages a guide groove in the staging table top and 
guides the fixture as it is moved laterally across the table. 

(2) Each fixture is equipped with a quick acting, hold-down 
clamp (fig. 119). 

c. Lens height above staging table varies from a maximum of 3 
inches to a minimum of 1% inches. 

d. :^nch space required by the comparator is 16x44. 
tf. Net weight of the comparator is 475 pounds. 
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THA><$LUC£NT 

MCFTV^NG 

KKOM 



Pilaws’- H<>i204TAt 



*v:\- VlRTICAl. 
AD/USTING Nirr 
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J n. Umrf an4 0 !tr*$onf», 



5«t-Up ln$trvcHons for Comparator 

<t Cmupanitor may he u»<t under ordmiry shup lighting; <?ondi* 
tiifcw. It hdteirtble, howeerr. that the operator fire no light stronger 
than the illumintiion on the chart, and that there be no rtrnng light 
behind tlw oi*p»tor to dim the shallow on the chart and thus Jinpair 
contrast and sharpne*? of definition. 

ft. The base of the madiine baa a three*po»m bearing. It should be 
put on a sturdy bench or table in a location com part lively free from 
rtbration, 

BO. Aisombly of Comparator 

«. Place the projection lamp into the lamp socket and place the lamp 
bouse on the pedesint <fig. lU). 

ft. The mirror assembly should be unwrapped carefully and the 
mirror cover i fig. 116) removed. 

Caution.* Do not touch face of mirror. 

c. Insert the lens bushing (fig. U7) into the lens bracket (fig. 114). 

d- PWthe translucent receiving sc re«i 731 (fig. 114) Into the 
<«ces& in the hood. 

a. Clamp the chart holder in place over the screen with the clamping 
•crews as ahown in figure 114. 
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MIRROR AS*>fM&LV 
LOCKtNG SCRCW 



STOR lOtNTirrCATlON 
RA Pt> M51M 



MIRROR 

MAGNIFICATION STOPS 
UHRET 



^re Mirror 4md tmnvi »tHh msfiiemtion Mtopt 

/. Com^ switch cord to convehicnt light socket. 

Caution: The line voltage moRt be I JO volts at fiO eyelet assneci- 
fied oo the name plate at the rear of the compaiwtor; otherwise! the 
traiTsformer (ng. 118) m»j be burned out 
g, Turn on the liglit nwitch (fig. lU). 



tso 



01. Ad|uctm«nU of Comparator 

a. Ali7i0trung of Li^ht Bfttm Cen/roUp WeM fAe Proj^otwn Lens^ 

(1) Insert the light centering diephragm into the lens bushing 
(fig. 117). 

(2) Swirelthelamphouseaasembly (fig. 115) to locate the image 
of the filament near the center of the screen horizontally. 

(8) Adjust the condensing lene assembly (fig. nS) forward or 
beck to get a projected image of the lamp fiUment on the 
screen. In order to more the condensing lens aaeembly m re- 
quired for this adjastment loosen the condensing leru assembly 
(knurled) locking screw (fig. 114) arid slide the condensing 
lens assembly. Do not loosen the condensing lens assembly set 
screw (fig. 115) on the left aide of the lamp house nose. The 
set screw projects into a groove in the condensing lens a^m- 
bly guide, limiting forward and rearward poeitimu of the 
RSKffibly and also prcTentingany axial movemw of the con- 
densing tens assembly. 

{4) Check the vertical location of the image of the filament for 
aJIneiDCQt th rough the optical system to the »reen . Turn the 
knurled diaphragm body clockwise until the iris diaphragm 
(fig. 115) is closed to its atpaTlw* opening. If the projectlofi 
lamp filament is properly position^ TertieaJIy. the image of 
the filament receired on the screen will be located centrally 
with respect to the vertical dimension of the nhadow perim' 
eter of the iris opening appearing on the screen. 

<5) A aeeondary cheek, that the projsctrnn lamp filament is 
properly positioned vertically, is to iHite the vertical |KMition 
of its image on the face of the light alining diaphragm with 
respect to the small hole. 

(fi) To alter the adjaxtment of the filament vertically, loosen the 
two filament horizontal adjusting screws (figs. U4 and 115), 
and adjust the projection lamp vertically by use of the 
(knurled) filament vertical adjusting nut (fig. 115) in the 
base of the lamp house pedestal. 

5. AfintmorU of Lt^At BfOm CfniraUy With the BfctMftf Srroon. 

(1) Loosen the condensing lens assmbly (knurled) locking screw 
(fig. 114) on the right and the condensing lena assembly set 
screw (fig. 115) on the left side of the lamp house uoee and 
remove the condensing lens aseetably from the lamp bouse. 

(2) Move the projection lamp assembly horizontally by use of 

the two filament horisontal adjusting screws located under 
the tamp house until a small, light, clear image of the fiU- 
ment appears in the center of the screen with ^ ^ 

horizontal dimenaion of the screen. 



‘“it asseinbly into the lamp house end 

n ‘he lamp^^house nose 

until the set screw proiects int/i th«e my'ri 
Omm fi.« ' J- projects into the guide groove. 

^ ^ t^l Jk ■ the knurled body coun- 
le!L7fiI^ ‘he in,age of the 

StL7 '-P 

(6) Adjust the condensing lens assemblv f/if^\ \ ± 

card between the Ji^ht «>nt white 

densmglens. Fim place theTsfd Zrar%Tf 

i» .ppro»„.,.iy „,„ i„ dim«„ .1, ""' 

approximately parallel ^ 

‘'' "';r?,"r r~ “r ™ 

image of the laTnn ^ is correct, the 

centered both verticallv"^ u" screen will be 

imeter of the iris oneni'n '^'^^ontally m the shadow per- 

the .hadot p";X in t^, 

Jocated centrallv with respecr^thr^ "*'“’’''^1 ^ 
of the screen. ^ ^ ^ horizontal dimension 

proje<rtio^“cnf^n7n"d7'fort« 

(9) Open the iris until fteilf 7 ® “""P^nator. 

uted evenly. The shaeJn “f *T '® ‘*'s‘"h- 

sometimes be improved by 7r^n!7 f*^"'‘‘nn <=»« 

the ins diaphragm ^ ^ g the siae of the opening of 

"■ <>f 'tc Obtain Proper 

(I) The comparator is j'Fer JaagTuficatttm. 

cation stops Ioc«ted7n a ^alUurre7fi ^’7 “*■ 
inside the door. A lO-power atui oi ^ 

(fig. 117) is supplied Wiethe ^ 2t^power projection lens 
Jens has its corresponding maoTTfi^r ^ Projection 

has the magnificatiM coI^rJl^' 

the projection lens stamnetl magnification of 

(3) Adjustment ^nslTte - “>« turret. 

-pert to the proper maX^X'""' 
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(3) To move the mirror assembly, loosen the mirror assembly 

wrench ^ ^ ^16-ii^ch socket-head set screw 

wrench and I^te the as^mbly .„ a position engagin^he 

til ““eu.ficat.on stop. Tighten the locking^l 

le!^^ '"i *u® stop for either projection 

“to focus mZ tt 

projection lens. The width of the shadow image received ™ 
the ^reen ni^ he exactly the width of the test ^n nnUtipli^ 
the num^r of magnifications of the projecdon lens ^ 

aescribed in (3) above until the shadow image of 

Cd'trelro- ‘ r *''7‘ ““™*- “^My Z- 

ward the projection lens to decrease the size of the shadow 

:n t tr ire7:i.y™7 X: 

locking screw. ^ *®embly 

( 6 ) In the event that the adjustment of the magnification f51 

securely m its correct position and tighten the jam^t 

orZL ct're tr;7 — 

t hanging the adjustment of tbe stop 
d. AHmiment of i'hart Holder. 

^7..“ f “ the holder as shown i„ figure lit. 

holLt“ to establish the aiinement of the chart 

Sica7't7T7' '" “'™g“ted 

ertically to permit adjustment of the vertical positim of 

(3) The movable ^ops (figs. 119), n.,,i,h ,,, 

Thart fT '’”"7"^“’'^' J"<^eted at each side of the 

«tend through horizontal slots in the holder, %,e slots ,ier- 

i" ‘he hori- 

slide the movable stops (fig. 123) against 
sid&s of the glass gagmg chart, and lock the stops ill posi- 
'* 1 t leir clamping screws. Tliis prevents horizontal 
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movement of the chart but the movable stops should not press 
against the sides of the glass gaging chart sulficjently to pre- 
vent vertical movement of the chart. 

(5) It is important that the gaging chart is resting squarely in 
the holder. 

(6) Choose a sharply defined point or corner of the staging 
fixture as a reference point and raise or lower the staging 
table with the vertical handwheel (fig. 116) to bring the ref- 
erence point of the staging fixture approximately on the axis 
of the lens system. 



(7) Move the staging table forward and back by means of the 
focusing knob (fig. 116) to find the position at which a sharp 
shadow image of the reference point appears on the screen 
and adjust the position of the shadow image on the screen 
so that it barely touches the horizontal line which extends 
across the glass gaging chart. 

(8) Slide the staging fixture laterally back and forth before the 
projection lens and by means of the chart vertical adjusting 
screws, aline the cliart so that the shadow image of the refer- 
ence point barely touches the horizontal line of the chart at 



every point across the chart. 




82. General Operaring Instruclions for Comparafor 

a. It is important that all work, to be inspected, is clean and free 
from oil, dirt., lint, and all foreign matter to avoid distortions of the 
shadow image. 

b. The shield (fig. 116) must kept down during inspections to 
improve the contrast and sharp definition of the shadow image on the 
screen. 

c. Use only the “setting” comer of the master for placing the stag- 
ingfixture in its proper position on the staging table. 

d. Note that a reversed image of the object is projected upon the 
screen. For example, in figure 120 the upper right-hand corner (in 
this case the “setting” corner) of the master appears on the screen as 
the lower left-hand corner (of the shadow image). 

e. Because of the reversed projection of the lens system, any move- 
ment of the staging table or staging fixture produces a movement of 
the shadow image in the opposite direction. 



83. Inspection of Trigger B2009S8 

a. Acce»sory Set-Up and Adjustment. 

(1) Place trigger contour screen, 18-S-14&9-90 (fig. 14) in the 
proper position in the chart holder (fig. 119). The chart 
holder clamping screws may have to be slightly loosened in 
order to do this. 
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(2) Insert the 10-power (82-mm) projection lens, specified in the 
lower right corner of the chart as the scale, into the lens 
bracket in the body of the comparator (fig. 119). The lens 
bushing, which is not needed for adapting the 10-power lens 
to the bracket, should be removed if still in place. 

(3) Locate the mirror assembly w ith res|>ect to the lO-power stop 
pin. 

(4) Place the trigger staging fixture 7319707 (fig. 11) on the 
table with its tongue engaged in the groov'e of the table 
(fig. 119). 

(5) The trigger master should be placed in its correct position 
on the trigger staging fixture 7319701 exactly as in figure 
120. It can be identified by the nomenclature “master for 
C7319701” on its face. In correct position, identifying no- 
menclature should be facing oiitw'ard and its back should be 
against the fixture face. 

(6) With the focusing knob move the table forward and back 
until a sharply defined image of the master appears on the 
chart. 

(7) Raise and lower the table with the vertical handwheel and 
move the staging fixture in the groove in the table until the 
image of the highlighted, upper right of “setting’' corner 
of the master is outlined by the “set master” lines indicated 
on the chart (fig. 120). 

(8) If the sharp lines of the image do not lie along the “set mas- 
ter’' lines, loosen the chart holder 
the chart with the vertical adjusting screws. Then clamp 
the holder in this position. 

(9) Tighten the hold-down clamp to lock the staging fixture in 
place. 

(10) Remove the master from the fixture. 

Inspection Proredure. 

(1) Flaoe the trigger in the proper position on the staging fixture 
7319701 (fig. 11) as shown in figure 119. It should be against 
the face of the fixture 

(2) On a satisfactory trigger the shadow of the contour being 
inspected, which is highlighted in figure 121, will fall within 
the limiting lines and conform to the other tolerances speci- 
fied on the chart. 

Inspection of Sear 

«. Accessory Set-Up and Adjuxtmeru. 

(1) Place sear screen 18-S-1499-70 (fig. 13) in the proper posi- 
tion in the chart holder (fig. 122). 'Die chart holder clamp- 
ing crews may have to be slightly loosened in order to do this. 



clamping screws and adjust 
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(8) Inoert the 10-power <88-mm) projection len. 8r~.-s^ • .v. 
lower right comer of the chert ae the scele.'S^KT’i’^ 
bracket in the body of the eomperetor (fig ^ 

bushing, which is not needed for edepting the lo^nr.., u2. 
to the bracket, ehould be remofed if eti]| in ^ 

(3) L^to the mirror with reepect to the lO-pe*v stop 

(4) Pla« the sear fixture 73198Ki (fig. h) 

with ite tongue- engaged in the groove of the uble. The fix- 
ture slide should be sguinst the face and right side of the baas 
( figs, m add 123) . K «oe of the ba« 

(6) The sear master, which can be identified by the nonieocUture 

*Wter for D73UK5t«’* on it» face, should be plattd in the 
correct poaitiofi on the sear staging fixture exactly as in finure 
123. Prooe«d as follows: ^ 

(«) More the lever, which is in the slot in the fixture slide (fig. 
123) to the right against the tension of the spring. 

(3) Place the master in the fixture with its be^ againft the 
face of the staging slide and (he identifying nomendaturt 
facing outward. 

(c) While holding the master in position, release the lever and 
allow Che spri^ to push the ^ce of the holding bar against 
the extreme right, upper comer of the master (fig. 123). 

(d) The flat bottom of the holding bar ^>ould not go over the 
ledge. The niister is in the right position only when tbe 
face of the bar is prossing against Che comer indiatsd 
(%. 123). 

<S) With the focusing knob, move Uie table forward and ba^ 
UDtil a sharply defined image of the master appears on the 
chart 

(7) RaiM and lower tha table witli the vertical handwheel and 
move the staging fixture in the groove in the ubls snCil the 
image of the highlighted, extreme left, a|^r cv ^aettioi^ 
owner of the master is outlined by the roaster" lines indi- 
cated on the chtn (fig. 123). Do not move Uie staging fixture 
slide during this operation. 

(8) If the sharp lines of the image do not lie along the mas- 
ter" lines, loosen the chart holder clamping screws and adjxtst 
the chart with the vertical adjusting screws. Umo clamp 
the holder in this position. 

<fi) Tighten the hold-down clamp to lock the staging fixture in 
place. 

<10) Remove the master from the fixture. 
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h. /fuptetion Proetdvn /or Soar 7I6JS4I. 

P»P«r portion on the suging flitur, 
751Pft82 (fig. 11 ) txwctXy u cbown in figurt 124 . 

“ *" slide 

/XX L. ftgiinst the tcnsica of the spriog 

W Pl«« the «tf .geinst the f«e of the fixture end hold it in 
this poeitiocL Releue the )e»er snd sllow the spring to 

holding bsr tgsinst the proj^on 

(fi) On e ^tklKtotj seer, the shedow of the cootonr being in- 
e^ted wil fs)] within the limiting linee and eonf^ to 

the other tolerancee specified on the Figui^ 124 shows 
shadow and limits for comperison irwpectiwi of <« 1 t 

«*p which are indicated by high- 
lighting. *' ® 

(8) More the sUging fiiture slide to the left and check the iroaoe 
“fi «^n- When the slide is in this pceition, as at^ 
mfipre J25 the shadow and limits irs only for those ssctions 
of the seer which are highlighted. 

14) i^pscied sear, replace with another and inspect 

e« described above. ^ 

(5) M^e slide to the right (fig. 184) and inspect as described 
e. /n^pecUcn /Ver«fiw» for S€SSi8j 

(1) Sear MI is inspected with the same procedure and equipment 
aa sear Hji, 

12) Ob^ the highlighted contour section of this seir. as shown 

i"H«ted when the slide is at the right 
Side of the fixture. ^ 

V 

(fig. IJ) the section of the contour highlighted in figure ISI 
can be m^jeeted. * 

IS. fnipacfien ®f Hammer 

«. Aceutory Stt-iip and Adpatment. 

(1) Place hammer contour screen 18-5^1499-40 (fig. m (q the 
^oper ^ition on the chart holder (fig. l»). chart 
bolder clamping screws may. have to be slightly loosened in 
order to do this. 

(«) If not already in place, insert the lens buxhing into the lens 
bracket. 

(3) Insert the 20.power (fi-irnn) projection lens, specified in the 
lower right comer of the chart as the scale, into the lens 
bushing (fig. I8S). 
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(4) Loc«t« the mirror uaemblj with 

pin. ^ 20 ‘power stop 

(6) PUrt the h»mm«r «U(fing fixture 73iWn ,,, 

^le *ilh iu to^e “ the 

(6) The htmiDeir mester een be identifiet! Kv »u 

o, 

lie correct poKition on the hwnmer rti^ng «uctU ts 

in figure 129. In correct position, identifying nomenclnlurt 
rtould be facing outwitrd ajid its berk ehoold he tge Lust the 
fixture f&ce. 



(7) With the focusing knob, move the table forward and ba^ 
until a sharply defined image of the master appeaia on Che 
chart. 



(8) Baier or lower the table with the vertical hand whet) uDd 
move the staging fixture In the groove in the t^le until the 
image of the highlighted, upper right or “setting” comer 
of the master is outlined by the “act master" lines indicated 
on the chart (fig. 129). 

(9) If the diarp lines t>f the image do not lie along the 
mavter'' lines, loosen the chart holder clamping ncrewa and 
adjust the chart with the vertical adjusting wrewa. Then 
clamp the holder in this position. 

(10) Tighten the hold-down clamp to lock the staging fixture in 
place. 

/napecf um Procedure. 

(1) Place the hammer in the proper pofrition on the staging fix* 
ture 73 19911 (fig. 11) exactly as in figure 130. It should be 
against the face of the fixture. 

(S) On a satisfactcu^y banuoer the shadow of the contour being 
inq>ected which is highlighted in figure ISO will fall within 
the limiting lines and conform to the other tolerances s(>eci* 
tied on the chart. 

(3) Botate the hammer on the pin according to the inutroetions 
on the chart and as shown in figure IBl. For a hamn>er to 
pass inspertion, the requirements in \’ 2 ) above must be meL 
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APPENDIX 
REFERENCES 




1. PublicoHon lndex«$ 



The following publication indexes and lists of current issue should 

be consulted frequently for latest changes or revisions of references 

given in this appendix and for new publications relating to materiel 
covered m this manua] : ^ 

Index of Administrative PiibUeations SR 310-20-5 

Index of Army Motion Pictures and Film Strips and 
Kinescope Recordings jgjj 

Index of Training Publications cr 

Index of Blank Forms ami Army Personnel Classifica- 
tion Tests _ «T> -ai i 

Index of Technical Manuals, Techni'carBeguTatloi.^,' ' 

Technical Bulletins Supply Bulletins Lubrication 

Orders, and Modification AVork Orders SR 310 - 20-4 

Introduction and Index (supply catalogs) ORT) 1 

Military Training Aids FM 21-8 

Ordnance Major Items and Combinations and Pertinent 
Publications 

gjj 



2 . Supply Cotologs 

The following catalogs of the JDepartmem of the Army Supply- 

Catalog pertain to this materiel ; ^ 

a. Am^nmitioTi. 

Ammunition. Rifle, Carbine, and Automatic 

Gun f'ki>r\ 

Miscellaneous ^Service Com|xjnents of Sinai]- ^ 

Arms Amimmitioii for I'icld Service Account, 

Instruction Materia], and Ammunition for 

Simulated Small-Arms Fire ORD 11 SNL T 4 

b. Ava^ltary Materiel. 

Small Arms Target and Target Equipment ORD (•) SNL Lr-1 

c. Weapon, 

Carbine, Ca l. ,30, Ml, MlAl, M2, and M3 ORD (*) SNL B-28 

thfl of thP ordii.tJce sfffion of th^ OepBrtnprt uf 
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• 4 



d. Maintenance and Repair. 

Cleaners, Preservatives, LulM-icants, Re- 
coil Fluids, Special Oils, and Related 

Maintenance Materials ORD 3 SNL K-1 

Lubricating Equipment, Accessories, and 

Belated Dispensers OED (•) SNLK-,3 

Tools, Maintenance, for Repair of Group 

B Materiel ORD6SNLJ-12 

Truck, 214 -Ton 6x6, Small Arms Repair, 

M7A1 and M7A2 ORD (+) SNLG-138 

3. Forms 

The following forms pertain to this mat^iel : 

WD AGO Foirn 9-71, Locator and Inventory Control Card 

WD AGO Form 9-72, Ordnance Stock Record 

DA Form 9-76, Request for Work Order 

DA Form 9—77, Job Order Register 

WD AGO Form 9-78, Job Order 

DA Form 9-79, Parts Requisition 

DA Form 9-80, Job Order File 

WD AGO Form 9-^1, Exchange Part or Unit Identification Tag 

DA Form 468, Unsatisfactory Equipment Report 

WD AGO Form 865, Work Order 

WD AGO Form 866, Consolidation of Parts 

WD AGO Form 867, Status of Modification Work Order 

DD Form 6, Report of Damaged or Improper Shipment 



4. Oriier FubJkalions 

The following publications contain information pertinent to this 



materiel and associated equipment: 

a. Ammumtion. 

Regulations for Firing Ammunition for Training, 

Target Practice, and Combat SR 385-310-1 

Small- Arms Ammunition XM 9-1990 

b. Camou^age. 

Camouflage, Basic Principles 5-20 

Camouflage of Individuals and Infantry Weapons FM 5-20A 

c. Decontoinination, 

^Contamination _ XM 3-220 

Defense Against Chemical Attack FM 21-40 

Miscellaneous Gas Protective Equipment XM 3-290 



poblishtd ealaloxB of tlie ordnaD4>r «frioo of th« DeparInK-iit of 
‘'w Armr Sopplj Cattlog. 



23646H O -5 
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d. De.strtU‘tMn to Prevent D^e, 

Explosives siikI Demolition pw 

Ordnance Service in the Field 

e. GeriemL 

Acco.iirt,..gfwU>sl, IMniafred, or Destroyed Property^ SR 735-ir.lt-l 
^^teet,„,n of OnIn.tu e AL.t^.-iel in the Hands of TM O-IRK) 

^ports of Accident Fxi>eneiice o-p 

SmaM-Arms Materiel and Associated Eqnipmen't'./"" '' 

L-nsuttsfactory Equi,nne„t Report " SR TOmIs 

Urgets, Target Materia], an.) Training Course Layouts.. TM 9-^65 

f. Repair and RebuUtL 

‘^rT A dltesive, and 
Related Jtateriais Jssueri for Ordnanee Materiel XM d “tfl 

Instruct. on Guide: Small-Arnts Aeeidet.t Malfnnctioir' 
and Ihejr Cmises... ^ 

Liil,rication ™ ®-2210 

Marking and Packing of' Su'p^ii " and‘iq'„Ip~'t":' ^ 

Markmg^ of Oversea Supply _ ap -a,. r 

Maintenance of Supplies and Equiptn'enLMainte. 
nance Responsibilities and Shop Operation... . aR 750.5 

Ov.rl.a,.I and Rebuitt Stan.Jards for Stnall-Ai;^'" 

Materiel 

Painting Instrnctinns for' Field uie.V ™'mT 2SM 

Proparafton of Supplies and Equipment for'^sidptu'ent'-' 

Pressing of I nGiAci! and Uncrated Equipment for 

Oversea Shipment a R 747 an 

Pre^rvatiom )*ackagi„g, and Packing of MilitaVv' s'u'p'-" 
plies am) Equipment ' TVf ■tR_9an 

I sage Factors for Suiall-Artus Weapons.'.':::::::;::'"" SRdlw 

. 7 . an4 Lt>ng-Ttrm tutorage. 

Insi.ectio.1, Preset vat i 0.1, a.ul Maiutenat.ee in Storage of 
Small-Aniis Materiel ^ 

tamn Guide: 0.dna,.;;'packi;gi.“':ud'si;i,qu:i;' 

I Posts, (amps, ami Stations) ^ TM 9-2854 

Marking and Pa. king of Supplies and Equipment:"' ' 

Markm^r of Oversea Su]mly. ct, -n. o . 

Oninaiice f’miipanv. Depot ?>K^46-3tJ-o 

Ordnance, Storage ami Shipment a.'a';,'_"Gro,'ip'A"""TB'9'-0SS^ A 

ZSi'nf ir""' Vnh:,aed 

aMatenel for Mijj>inerjt and aStoru^* ^ 

h. Weapon. 

Snijierscojx? M2 

r. s. Carbine, Caliber .3d, M’rand’ M'LAi::::::::::::::: 
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INDEX 



Band, front 

Barrel: 

Inspection _ 

Removal . . 

Replacement 

Barrel and receiver jq^up: 

Assembly 

Disassembly 

Inspection 

Repair 

Bolt, for M2 and M3_ 

Bolt group: 

Assembiy 

Disassembly 

Functional check 

Inspection. 

Boresighting scope. 

Carbine data. 

Carbines: 

Description 

Differences between . . 

Catch, magazine 

Chart, flow, rebuild 

Cheeking head space_ 

Ckaniiig: 

After test firing 

Weapon 

Coil spring standards. . 
Comparator: 

Adjustments 

Assembly 

Mechanical description 

Operating instructions 

Optical system 

Set-up instructions 

Use 

Comparator iruspection; 

Hammer. - 

Sear. . 

Trigger _ 

Cylinder, gas, inspection 

Data 

Description of carbines 

Disconnector. 

Diseonucctnr lever. _ 
Disconnector plunger 
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Ejector Pmavr^pSt p^t 

Extractor. 86 

Extractor spring ’ 44e, 44/ g 0 

Extractor spring plunger '* 

, **f 86 

rilmg of parts- 

Final inspection. {^« InspectiooV final.)* ’ ^ ^ 

fingerprint deposit^ removal 

Firing: ' ■' — — -- 21 50 

Function.. 

Proof.. - 25a 5 i 

Firing pin _ 25rf 55 

Firing pin protrusion 

Firing teats 86 

Flow chart, rebuild ’ ’ ' ' ^ 51 

Front band 26 56 

Front sight assembly. aght,7mot; a^mbly')' ' ““ 

riiDCtion nrmc 

■' 25a 61 



Gas cylinder: 

Chasing threads 

Inspection. _ 58a 113 

Gas piston removal.... . _ 

Guard, hand.. ■ 566 103 

Guide: 61^ 126 

Inspection.... 

Operating slide spring 

Hammer 

Hammer plunger 34c 64, 78 

Hammer spring. _ 58 

Hang, trigger " - 68 

Head space, checking 74 

Housing group, trigger (Ml, mYaI): 15p, 57d 43, 111 

AseembJj 

Disasseniblv ■ ^5 

Functional check ^ 

Inspection. — 52 75 

Repair 29 64 

Repair and rebuild standards. __Y « 

Housing group, trigger <M2 and M3): 

Assembly 

Disassembly 56 79 

Funetional check ' 53 76 

luspectlon 57 80 

Repair . 34 77 

35 79 



Inspection, 6jial: 

Return to stock 

Return to user 1^3 

Inspection of weapon: 55 

In hands of troops 

In ordnance shops ^ 

Lever, disconnector *5 46 

Lubrication. . _ __ 341 78 

19 48 
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unembly: 

Assembly 

J)isassembly 

Jnspection 

^»g*g inc catch 

Hagazine catch plunger. 
llaiDtenance procedure.. 
|fpi4ung rebuilt weapons 



jfat, piston : 

Interchangeability 
Removal- 



on, fingerprint remover 

Operating slide assembly. (iVce Slide, operating, assembly.) 
Operations route sheet . 



Firing 

Retaining (trigger housing) 
FMmd: 

Frozen 

Gas, removal 

Nut 

Plunger: 

Disconnector 

Extractor 

Hammer 

Magazine catch 

Safety 

Ihoof firing 

ftoof firing mark . . . 

Prixrf mark 



Beaming chamber 

Bear sight assembly. (See Sighii, rear, assembly.) 

B^uild flow diart . 

Kebuilt weapons, marking 

Becciver, inspection 

Beceiver and barrel. (See Barrel and receiver group. 

Bepair of wooden components 

Boute sheet, operations 

Boat removal 



Safety 

®*Iety plunger 

Bear... 

Spring. 

Bdector 

®^Btor spring. . 

®*Hal number.. 

Sflfit, front, assembly: 
A-asembly 

Disassembly 

Diapectlon 

Repair . 



Poffe 


70 


138 


68 


138 


69 


1,38 


29fc 


72 


291 


73 


20c 


50 


24 


51 


. 57c(4) 


lU 


. . . _ 566 


103 


21 


50 


27 


60 


446 


86 


29c 


64 


566 


103 


565 


103 


566, 57c( l) 


103, 110 


33 


76 


44/ 


86 


29e 


68 


291 


73 


29i 


73 


25d 


55 


24 


51 


24 


61 


. _ 57rf(l) 


111 


26 


56 


24 


51 


. . 57o 


104 


226 


50 


27 


60 


21 


50 


— 297 


72 


29( 


73 


- 29k. 34g 


70, 78 


29t 


72 


34m 


79 


34m 


79 


58e 


115 


50 


90 


47 


88 


48 


89 


49 


90 
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Sight, reAi*, aRsembly: 

Assexubly 

DisaHfi«mbly ... 

luspection 

Repair . 



SJide, operating, assembly: 

Assembly 

Disassembly 

Functional check 

Inspection. _ ^ 

Repair.. .... 

Special tools 

Springs, coil. Rtandarda... 

Spring, disconnector plunger 
Spring, extractor. 

Spring, hammer 



Spring, operating slide stop 
Spring, sear. . . 

Spring, scieetof. 



Standards, rebuild: 

Coil springS- 
Hainmer. . 

Sear 

V to • a to 

Trigger 

Stock group (Ml, M2, M3): 
Assembly.. 

Disassembiy . . 
Inspection.. 

Repair. . 

Stock group (Ml.AI): 
Assembly 
Di.sasscmblv 
Inspection. 

Repair. 

Stock modification.. 

Stoning of parts.. . 

Stop, operating .slide. 






Targeting 

Tests, firing.. 
Tools, special 
Trigger .... 
Trigger hang. 



hou.i,.s em.p. (&, Housing g™,Vp, trigger (Ml MlAl) 

and Housing group, trigger (M2, M3).) ^ 



ParufTtfAf p 


56 


96 


52 


91 


53 


92 


54 


95 


55/ 


lOQ 


41 


82 


38 


80 


42 


84 


39 


80 


40 


82 


10 


11 


77 


145 


33 


76 


44/ 


86 


29e 


68 


30r 


82 


39ft 


82 


29t 


72 


34in 


79 


--- 29g 


70 


65/ 


100 


77 


145 


76 


144 


76 


144 


76 


144 


63 


130 


60 


123 


61 


123 


62 


125 


67 


136 


64 


133 


65 


134 


66 


136 


62r 


130 


22n 


50 


3Q6 


82 


25c 


52 


25 


51 


10 


11 


29/ 


69 


30d 


74 



Trigger pull: 

Correcting... 

Inspection 

Trouble shooting 



Windage adjustment 

Wood components repair 



30c 

15ft 

16 



25f(l) 

22ft 
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74 

44 

411 



52 

50 
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